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2Abstract
This thesis applies ethnographic description and anthropological 
interpretation to a British pottery factory. It shows that the 
workforce is highly differentiated and that there are diverse 
loyalties and interests within it; these emerge from differences in 
sex, training, age, skill, work group identity and in the production 
process itself. It elucidates the meanings for the pottery workers 
of work and skill, family and kinship, marriage and ritual, It shows 
that ’the factory’ is divided not just by physical boundaries but by 
territorial, social, and moral ones. This study regards these 
distinctions as worthy of attention, and doe3 not confine its 
observations to a single workshop. It shows that for these pottery 
workers work has economic, social and symbolic dimensions.
Two different groups of pottery workers, paintresses and 
potters, are studied, who work at a medium-sized ornamental 
earthenware factory in Longton, Stoke-on-Trent. Fieldwork was 
conducted in the period from early 1981 until late 1984. The study 
concentrates mainly, though not exclusively, on women workers. It 
does not assume that women workers are a group unified by their sex.
In a review of the literature of industrial sociology and 
anthropology some of the assumptions commonly made in the study of 
’industrial behaviour’ are questioned.
Detailed ethnographic descriptions are given of the working day 
of particular Individuals. It is shown how these pieceworkers 
construct their working day, in order to exercise some control over 
it. Attention is also given to the nature of social relations within 
the workplace, to the interrelation of factory and family, to custom 
and practice, training and skill, and to the way ritual is used to 
extend the workers’ control over their working time.
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PROLOGUE
"Cups, saucers, dishes, plates, jugs, mugs, teapots, basins. For 
nearly forty years I had been making use of them. Had I often 
wondered how they were made? I had not. In all those years I had 
never spent five minutes wondering how these things were made. They 
might have grown on trees or been fished out of the sea, for all I 
knew or cared. Now I look back on this old ignorant pre-Potteries 
self with the contempt the fellow deserves. I have been behind the 
crockery scenes. I am almost one of the Pottery lads. When I dine 
out, I often turn the plates over and see who has made them. (Many 
of my friends, I am sorry to say, are using foreign ware, and some of 
those who have bought English stuff have been fobbed off, I am 
afraid, with seconds. This last is a technical joke, only meant for 
my colleagues in the trade.) I know how jugs acquire their handles 
and teapots their spouts. I have been in at the birth of giant meat 
plates. I could sketch you, with these two hands, the early 
life-history of a vase or a litter of egg-cups. How do cups and 
saucers and plates come to have gilt lines and floral decorations and 
even whole pictures on them? You - I am now addressing the vast 
oafish lay public - do not know. But I know, having actually been 
there when the trick was done. And those very imposing vases and 
mugs that have Greek damsels and cupids on them standing out in clear 
relief - you may not admire them very much; I don’t myself - but how 
are they made? Where do the damsels and cupids come from? Scarlet 
with shame, again you have to confess your ignorance. But I know, I 
know. I could not make one myself, but I believe I could give rough 
- perhaps very rough, far too rough - directions a3 to how they 
should be made. All this weight of knowledge comes of visiting the 
Potteries. I thought I should like to obtain a glimpse of the trade. 
There are, however, no glimpses in the Potteries. Either you stay 
outside the works or you come in and take a good long look. They are 
nothing if not thorough."
J. B. Priestley
English Journey 193^-
NoiionaoaiNi
l i
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INTRODUCTION
The aim of this thesis is to carry out an anthropological study 
of two groups of pottery workers at a medium-sized ornamental 
earthenware factory in Longton, Stoke-on-Trent. Unlike other 
ethnographic accounts of factory work, which have tended to focus on 
single workshops in different industries, this study looks at two 
different groups of workers within a single factory. No attempt is 
made to construct a typology of behaviour based on comparison of 
these two groups, or to make generalisations about industrial 
behaviour from this single factory study. Rather, this small study 
will suggest that even within a single factory there is great 
diversity, and that it is this diversity of work experience which is 
obscured by sociological generalisation.
This study proceeds on the assumption that there are many 
dimensions of working life which, the literature would suggest, are 
outside the conventional range of interests of industrial sociology. 
For example, I have come across no accounts of the role of ritual or 
symbolism in the orthodox literature on industrial work. Moreover, 
until recently relatively little attention has been given by 
industrial sociologists to the study of what is specific about 
womens' experience of factory work, This thesis does not then pretend 
to be a work of industrial sociology. My aim is to demonstrate that 
even this modest study is able, by using anthropological techniques 
and theories, to show that connections can be made between different 
aspects of work, skill, and social relations which oan illuminate 
more generally an understanding of working-class life in the
13
Potteries. These connections are abstracted from the actual 
practices and customs of the pottery workers so that an 
anthropological understanding of them can be gained.
The thesis is in four main parts. In Part I the historical, 
methodological and theoretical background to the study is presented. 
Following this, in Part II, the focus is upon the potters and their 
work, while in Part III the paintresses and their skill are 
considered. In the final section of Part III, and in Part IV, 
paintresses and potters are dealt with together in discussion of 
dispute, kinship and ritual.
There follows a summary of the thesis, arranged according to the 
scheme outlined above.
Part I - Background
Chapter one describes the historical background and examines the 
place of Longton within the history of the Potteries, A brief 
history of the Beswick factory, where this study took place, is also 
given. The aim of the chapter is simply to provide a historical 
context for the study of pottery workers, and to set the scene for 
discussion of fieldwork and methodology in chapter two, where the 
production process is also described. Also in this second chapter an 
introduction is made to the paintresses and potters, and their 
significance for this study is brought out.
Chapter three then takes up certain theoretical problems in the 
study of industrial behaviour, and questions some accepted 
sociological assumptions about factory work. It is argued that 
running through the early writings of industrial anthropology and 
sociology is the assumption that the social problems of modern 
industrial society oan be observed in microcosm in the factory. It 
has futher been assumed that generalisations about 'industrial
14
behaviour' can be made from studies of a particular factory or 
community, representative of a specific stage in the process of 
industrialisation. Small group psychology and early anthropological 
studies of primitive man had great influence on these formative 
studies of industrial society, and in certain important ways still 
continue to affect the way the industrial worker is studied. In 
reconsidering these early writings a question i3 raised about the 
assumptions which underpin the concept of 'industrial behaviour'. 
While no attempt is made to write a history of industrial 
anthropology - a massive enterprise beyond the limited scope of this 
thesis - the history of the use of the term 'industrial behaviour* is 
undertaken. The purpose of this discussion is to show that the term 
is not straightforward. For example, in many writings 'industrial 
behaviour' is underpinned by notions that behaviour can in some way 
be predicted and a knowledge of its rules gained, in a manner which 
parallels its use in natural science. By comparing later, more 
contemporary, Industrial studies with the early writings, it is also 
shown that there are certain similarities between them. It is 
suggested that one reason for this lies in the assumptions embedded 
in the concept of 'industrial behaviour'. This discussion examines 
the study of industrial behaviour in a way which to my knowledge has 
not been done elsewhere. Although comprehensive reviews of the 
literature have been carried out, no attention appears to have been 
given by other writers to the underlying nature of the organising 
concepts.
15
Part II - Work
In chapters four and five material of a detailed kind is 
presented about the potters and their work. These chapters deal with 
one of the two groups of pottery workers, who are the main subjects 
of thi3 thesis. Using this particular workshop as a focus, the 
social organisation of the ’clay end' of the factory (where the 
figures are cast) i3 described, as is the composition and social 
relations of two specific work groups. The main theoretical aim of 
chapter four is to examine the effect of classifications of sex and 
age for social relations at work. Material on work and pay is used to 
show that contradictions exist in the way social relations and the 
sexual division of labour are organised. Discussion of feminist 
arguments is then combined with a description of the social 
organisation of one particular workshop. In this way the potters are 
described and attention is also given to questions raised in the 
contemporary literature about women workers.
In this workshop study the differentiated nature of the 
workforce of this particular factory is glimpsed. It is suggested 
that a single workshop study can provide only a single facet of the 
working life of the factory. Further, it becomes apparent that in 
order to understand the way work group identity is established, a 
wider knowledge of the values and beliefs of the workforce is 
necoessary. The material in this chapter is then used as a starting 
point for a more general understanding of factory life.
In chapter five a detailed ethnographic study of work is made.
In the sociological literature detailed accounts of the work people 
do and the way they organise their working day are rare. To my 
knowledge there are no accounts of industrial work of the 
ethnographic kind presented here. There is then at least one good 
reason for presenting such accounts. However, the aim of doing so is
16
not merely compensatory. The pottery workers concerned are, with 
rare exceptions, pieceworkers, producing a craft product on an 
industrial scale. In common with all pieceworkers (including the 
paintresses) their work exhibits certain characteristic features.
With these ethnographies as a basis it then becomes possible to 
understand the underlying nature of piecework and, later on, to grasp 
the difference between the work of paintresses and potters. Pottery 
workers as pieceworkers have a history, customs and practices which 
are all their own. The ethnographies then bring out what is special 
about the skill of these potters. By concentrating on four 
individual workers, following each through their work routines, it is 
possible to see how their working day is paced and organised.
Because the arguments about piecework are relatively complex, it is 
difficult to talk about them in general terms. This chapter 
illustrates that the path to a broad understanding of the meanings of 
work is through the labyrinth of individual experience. ;
Part III - Skill
At this point the study takes up the theme of skill and turns to 
the paintresses who work in what is called the "decorating end" - a 
world quite different from the clay end. Up until this point the 
women workers considered have all worked with men, and have carried 
out relatively unskilled work. Now, in chapter six, the all-female 
painting shops become the focus of study. This chapter looks at a 
different part of the factory and a different type of worker, the 
paintress, Paintresses have specific skills which, in a different 
way to those of the potters, require a special and relatively long 
training. Moreover the paintresses1 training equips them both with 
technical skills - the ability to paint figures - and social skills - 
a perception of themselves as "posh". Notions of respectability and
17
their relationship to the paintresses’ training are considered.
Changes in forms of training over time are also taken into acoount, 
and the consequences of them for the paintresses are brought out. By 
focussing in detail upon the paintresses’ training, the various 
processes which feed and support their sense of respectability are 
highlighted. It is this special training whioh in part produces the 
difference between them and the female potters. Their training has 
great personal significance, and is central to the way paintresses 
view themselves and the workers around them. An understanding of the 
meaning of training is then of major interest to the present study. 
Moreover, in the following chapter it will be seen that training 
holds the key to an understanding of industrial relations more 
generally on this particular potbank.
In chapter seven this argument is developed. The chapter deals 
with the two main painting shops, each of similar size, operating 
under similar conditions, but each of these shops is very different 
for a number of reasons. For management this difference is a 
problem; one shop is hard to manage while the other is not. Managers 
of different kinds put forward different views of why this is so.
Each of these views i3 partial. Using the material about training, 
however, an ethnographic picture of the paintresses’ view of their 
skill and of the social structure of their workshops, is constructed. 
It is shown that the difference between the two workshops in terms of 
industrial relations reflects the different skills, disciplines and 
early work experiences of the paintresses within them. Further it is 
shown that new forms of training and the standardisation of work 
methods have produced paintresses of a new kind, untouched by 
customary notions of discipline. It is these particular paintresses, 
who paint character jugs, who now become the main focus of attention,
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These two chapters on skill are interlinked. Together they provide a 
view of the paintresses and their work which parallels, though does 
not mirror, the material presented for the potters.
In the third chapter in this section two accounts of particular 
disputes are presented in order to show, inter alia, the way that 
skill and forms of bargaining are related. The first involves female 
potters, the second, paintresses. These accounts contribute to the 
growing body of literature about forms of industrial action amongst 
women workers. Also, because of the intense nature of the two 
disputes, the underlying features and differences between paintresses 
and potters are brought out. Attention is drawn to the effect of the 
size of workshops, the allocation of work, and forms of management, 
upon social relations in both clay end and decorating end. Drawing 
the threads of the previous argument together, this comparative 
chapter raises the following question: what is specific about the 
most ’militant' group of paintresses, and on what is their bargaining 
strength and solidarity based? The question raised here motivates 
the discussion which takes place in the fourth and final part, in 
which kinship, ritual and job control are considered.
Part IV - Social Relations
In this section social relations become the specific focus of 
study as chapter nine looks at the nature of family and kinship on 
the shop floor. Using interview material and detailed accounts the 
many meanings of family employment are described. Social history 
material about family employment in industrial settings is drawn on 
to supplement the anthropological material. One of the underlying 
arguments of this chapter is that orthodox notions about the 
differentiated and heterogeneous nature of industrial society are not 
borne out by the pottery workers. Moreover, it is shown that the
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economic and social differentiation between paintresse3 and potters 
is reinforced by the kinship boundaries between them. On this 
particular potbank kinship ties do not breach the social distance 
between paintresses and female potters. The relative advantages and 
limitations of family employment for management and employees are 
also outlined. More clearly than elsewhere, the interconnected 
nature of social relations in the workplace are highlighted.
Chapter ten is the final section of the study proper and 
provides, through discussion of ritual, an illustration of the 
multi-dimensional nature of working life, emphasising the 
heterogeneous character of this particular workforce. A factory 
ritual is described and interpreted as a classic rite of passage.
The argument presented in the previous chapter about the 
interconnected nature of family and kinship in the Potteries is 
underlined and developed. It is shown that factory and family 
interact in this most elaborate of factory events. Ritual costumes 
are also described and classified, and it is argued that the 
work group identity of paintresses and potters takes a symbolic form 
in the ritual. During the ritual it is further shown that the moral 
and social distinctions between paintresses and potters are also 
expressed and reinforced.
Related arguments about sexual differentiation, the nature of 
work, skill and the intricate social relations of the workplace are 
developed throughout. As the argument moves on paintresses and 
potters, at first considered separately, are drawn together. 
Knowledge of one group assists and deepens the understanding of the 
other group, it is shown that despite their differences each group 
is part of a shared factory culture, sharing In common certain 
values, beliefs and assumptions about the hierarchical nature of the 
factory and the people within it.
BACKGROUND
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CHAPTER ONE
The Potteries and the Development of Longton
"Bennett’s famous Five Towns1 consist of six towns, Burslem, 
Fenton, Hanley, Longton, Stoke and Tunstall, which have now been 
merged into one city called Stoke-on-Trent. This city has a 
population of nearly three hundred thousand, but it has no real 
existence as a city of that size. There is no city. There are 
still these six little towns. After federation into one city 
had been first suggested, the inhabitants of these towns argued 
and quarelled most bitterly for years. Finally, the obvious 
advantage of federation carried the day, and there appeared, on 
paper, the mythical city of Stoke-on-Trent. But when you go 
there, you still see the six towns, looking like six separate 
towns. Unless you are wiser than I was, you will never be quite 
sure which of the six towns you are in at any given time; but at 
least you will be ready to swear that you are nowhere near a 
city that contains three hundred thousand people. "2
1) Introduction
My interest in the Potteries arose from a more general interest 
in British working-clas3 life, an area studied relatively little by 
anthropologists. The Potteries offers a chance to study an 
industrial area with a unique history in many ways different from the 
traditional male-dominated heavy industries like coalmining, car 
manufacture and ship building, which have been the focus of seminal 
sociological studies of the industrial worker.3 in contrast the
^This is a reference to Arnold Bennett's novel Anna of the Five 
Towns, first published in 1902, from which the town of Fenton is 
absent.
2Priestley, J. B.: English Journey; Heinemann, London 198*1, pl60 
(first published 193*0.
3see for example:
Dennis, Norman; Henriques, Fernando; and Slaughter, Clifford: 
Coal is Our Life; An analysis of a Yorkshire mining community; 
Tavistock, London 1969 (first published 1956).
Goldthorpe, John H., Lockwood, D., Bechhofer, F. and Platt, J.: 
The Affluent Worker: Industrial Attitudes and Behaviour; 
Cambridge University Press, Cambridge 1968.
One of the three groups studied were car workers at Vauxhall's 
plant in Luton. See more recently Beynon, Huw: Working for 
Ford; EP Publishing, Wakefield 1975.
Hill, Stephen:The Dockers: Class and Tradition in London; 
Heinemann, London 1976.
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The Potteries and the Development of Longton
"Bennett's famous Five Towns'! consist of six towns, Burslem, 
Fenton, Hanley, Longton, Stoke and Tunstall, which have now been 
merged into one city called Stoke-on-Trent. This city has a 
population of nearly three hundred thousand, but it has no real 
existence as a city of that size. There is no city. There are 
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advantage of federation carried the day, and there appeared, on 
paper, the mythical city of Stoke-on-Trent. But when you go 
there, you still see the six towns, looking like six separate 
towns. Unless you are wiser than I was, you will never be quite 
sure which of the six towns you are in at any given time; but at 
least you will be ready to swear that you are nowhere near a 
city that contains three hundred thousand people. "2
1) Introduction
My interest in the Potteries arose from a more general interest
in British working-class life, an area studied relatively little by
anthropologists. The Potteries offers a chance to study an
industrial area with a unique history in many ways different from the
traditional male-dominated heavy industries like coalmining, car
manufacture and ship building, which have been the focus of seminal
sociological studies of the industrial worker.3 in contrast the
1This is a reference to Arnold Bennett’s novel Anna of the Five 
Towns. first published in 1902, from which the town of Fenton is 
absent.
2Priestley, J. B.: English Journey; Heinemann, London 1984, P160 
(first published 1934).
3see for example:
Dennis, Norman; Henriquea, Fernando; and Slaughter, Clifford:
Coal is Our Life: An analysis of a Yorkshire mining community; 
Tavistock, London 1969 (first published 1956).
Goldthorpe, John H., Lockwood, D,, Bechhofer, F. and Platt, J.:
The Affluent Worker: Industrial Attitudes and Behaviour;
Cambridge University Press, Cambridge 1968.
One of the three groups studied were car workers at Vauxhall’s 
plant in Luton. See more recently Beynon, Huw: Working for 
Ford; EP Publishing, Wakefield 1975.
Hill, Stephen:The Dockers: Class and Tradition in London:
Heinemann, London 1976*
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pottery industry has relied heavily for generations upon women 
workers who have carried out a range of jobs in one of Britain's 
major export industries. In addition the Potteries offers 
potentially rich material on the nature and dynamics of family 
employment, which has both anthropological interest and a direot 
bearing upon related arguments within industrial sociology about the 
relationship between 'family* and 'industrialisation'.
2) The Structure of the Six Towns
The Beswick factory is sited in Longton (known locally as "Neck 
End"), the most southerly of the 'Six Towns' which together comprise 
'The Potteries'. These six towns form part of the North 
Staffordshire conurbation, an area only ten miles by six into which 
one fifth of the county's population is concentrated,1* The six 
towns, which were originally pottery villages, run in a seven-mile 
line northwest by southeast, located on a surface coal seam which was 
accessible by early outcrop mining techniques.5 There were also 
adjacent supplies of the local red clay known as "marl". The 
Potteries is unique in being called after its major industry, a name 
first used in the mid-eighteenth oentury.6 Situated mid-way between 
Birmingham and Manchester and a ninety minute train ride from London, 
the Potteries is quite unlike its industrial neighbours, still
^Palliser, D. M.; The Staffordshire Landscape; Hodder and 
Stoughton, London 1976, p.2 1 1.
5ibid. pp.2 1 1 -1 2
^Sherlock, Robert: Industrial Archaeology of Staffordshire, 
David and Charles, Newton Abbot 1976, p.30.
24
retaining the character of the six separate towns. Each town has its
own town hall, its own history and local accent. Until the Federation
in 1910 of the six towns into Stoke-on-Trent, each one was an
independent town for administrative purposes, with its own mayor.
In The Old Wives* Tale7 Bennett describes the excitement of
Federation polling day - "the day of battle"^ . with two rival bands
marching through the streets, one followed by wagonettes crowded with
children singing:
"Vote, vote, vote for Federation,
Don't be stupid, old and slow 
We are sure that it will be 
Good for the communitie,
So vote, vote, vote and make it go."
Their opponents countered with:
"Down, down, down with Federation,
As we are we'd rather stay,
When the vote on Saturday's read 
Federation will be dead,
Good old Bursley's9 sure to win the day."10
In the early 1960s when a writer, Mervyn Jones, went to the Potteries
to carry out a social enquiry into life there a young man told him
"My mother wouldn't like it if I went with a Neck End girl".11 Locals
still say that Longton is, like the cheapest cut of lamb, the "neck
^Bennett, Arnold: The Old Wives' Tale: Penguin, Harmondsworth 
1983, (first published 1908).
8ibid. p.604.
^Bennett's pseudonym for the town of Burslera,
1°ibid. p.605.
11Jones, Mervyn: Fotbank: A soolal enquiry into life in the 
Potteries: Seeker and Warburg, London 1961, p.89.
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end" of the Potteries, although Celoria says that the name derives 
from its (geographically) tag-end position. 12 whatever the origins of 
the nickname Longton has been viewed with some contempt for a very 
long time. When Mother Margaret Hallahan, leader of a nearby small 
community of Dominican nuns, visited Longton in 1851 she complained,
for example,
"It is a complete range of dust hills. The people say it is the 
fag end of the Potteries. I say it is the fag end of the 
world."13
In my experience Longton people are still well aware of the way they 
are viewed by the other five towns, hierarchically structured as the 
pottery industry i3, with Burslem at its head. 11* Palliser has argued 
that though much poorer and more unsanitary than its rival towns, 
Longton was "the main centre of the more delicate ceramio products", 
and that, moreover, the slow rate at which the town was redeveloped 
has been "a blessing to the historian."15 As such, Palliser 
continues, Longton may be taken "as an example of the growth of the 
Potteries in microcosm."15
12Celoria, Francis: 'Where the potter reigned supreme'. 
pp.397-404, in; Geographical Magazine, March 1901*“ \
13cited in Breeze, Margaret (ed.): eentralj-ongton in 185U A 
Survey based on the Census Returns ; The Workers ^
Association North Staffordshire Distriot, Stoke-on-Trent 1976,
p.26.
I^ Burchill, F. and Ross, R. A.: A_HistooLi>?.the Potters' Union; 
Ceramio and Allied Trades Union, Stoke-on-Trent 1977» PP28-9.
15palllser (1976) op. cit., p225.
16ibid.
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3) The Growth of the Potteries
The first outline of the area that was to become the Potteries
appears between 1710 and 1715 in a list of forty-seven potbanks 
located mainly in Burslem and Hanley; some thirty years earlier, 
however, when Plot carried out his topographical survey, there is no 
mention of such a district.17 Burslem specialised in the making of 
tall cylindrical butter pots which were sold as far afield as London, 
and locally in Midland markets, by travelling pot sellers. Pottery 
making was confined at this time mainly to Burslem.18 The trade was 
initially a part-time occupation in North Staffordshire, mainly 
because of the relatively small size of landholdings, which lead 
farmers to turn to pottery making as a means of supplementing their 
Income.19 Celoria argues that the ability to double-up trades in this 
way gave the Potteries an advantage over other areas like London, 
Bristol and Derbyshire where pots were also made.20 The area also had 
essential raw materials, not only coal, clay and water, but also not 
far away deposits of iron, copper, lead and salt for use in glazes.
By the second half of the seventeenth century Longton wa3 still 
only two small hamlets with thirteen taxable houses, as compared to 
Burslem with forty-one, and neighbouring Fenton with thirty-three. By 
1738 Longton still had only a population of about five hundred.21 Some 
time between 1750 and 1770 Longton Hall was used as the first pottery
IfThomas, John: The Rise of the Staffordshire Potteries;
Adams and Dart, Bath 1971» P.3.
1^Britain*s Ceramic Industry; British Ceramio Manufacturer’s 
Association, 1976, p.9.
19warburton, W. H.; The History of Trade Union Organisation in 
the North Staffordshire Potteries; Allen and Unwin, London 1931,
■ p.19. . ■ ■
20celoria (1981) op.cit. p.398.
21Briggs, j.H.Y.tA History of Longton; Department of Adult 
Education, University of Keele 1982, p.H.
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in Longton, becoming in fact the first porcelain works in 
Staffordshire.22 The town continued to expand; coalmining and 
ironstone making were well-developed by the end of the eighteenth 
century, and by the mid-nineteenth century Longton had become the 
centre of the bone-china industry. Longton became known as "China 
Town", where American buyers would call first when visiting the 
district.23 By 1800, with its position at the junction of roads to 
Stoke and Uttoxeter, Longton had become an important market town. The 
rural belt between Burslem and Hanley, and between Burslem and 
Newcastle-under-Lyne, was being industrialised at this time.2^ . 
Industrialisation, the construction of roads and canals, the drinking 
of beer from earthenware mugs, and Josiah Wedgwood's vigorous 
marketing policy, all contributed to the expansion of the pottery
industry.
The factors which lead to the concentration of the pottery 
industry in North Staffordshire rather than in pottery-making areas 
like South Yorkshire, which had similar resources, is a subjeot of 
some debate. Thompson argues that entrepreneurs like Wedgwood,
Minton and Spode played an extremely important part in establishing 
the industry in North Staffordshire.^ By 1787 concentration was well 
under way: it was said that there were over two hundred master 
potters, employing some twenty thousand people in the Potteries, and 
that the factory system was well established.2  ^The system of 
sub-contracting whioh was ooramon at this time, under whioh a
22Palliser (1976) op.cit, p.227.
23celoria (1981) op.cit. p.399.
2l*Thomas (1971) op.cit. p. 10,
^Thompson, W. J.: Industrial Arohaeology of North Staffordshire; 
Moorlands Publishing Company, Buxton (no date), p.89.
2^ibid. p.92.
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craftsman employed and paid his helpers and assistants, continued 
well into the twentieth century.27 Weatherhill has argued that the 
growth of output and the concentration of production in the North 
Staffordshire pottery industry of the eighteenth century relied in 
the main upon the technical changes which allowed new, popular types 
of ware to be produced.28 However McKendrick emphasises the great 
importance for the industry of Josiah Wedgwood’s sales and marketing 
techniques. Wedgwood's innovative and fashionable designs, the 
quality of his ware and his flair for publicity (such as his 
well-publicised exhibitions) created a buying public nationally, as 
well as in London and in the Potteries. Wedgwood's ware was copied 
extensively by other potters, his range extending from relatively 
inexpensive utilitarian ware to fine, expensive dinner services. 
Wedgwood also wielded some political influence, which helped to 
secure for the potters favourable commercial treaties with Portugal 
and France.29 Thomas draws attention to the economic significance of 
coal as a crucial factor in the localisation of the pottery industry 
in North Staffordshire.30 The absence of local clays which fired to 
pale colour or to white meant that white-firing ball clay had to be 
imported from Dorset and Devon and, after 1760, ohina-olay from 
Cornwall.31 it was cheaper to bring clays and other raw materials to
¿^Gregory, D, L. and Smyth, R. L.: The Worker and the Pottery 
Industry: studies on the British Pottery Industry No. 4,
Department of Eoonomios, University of Keele 1971» p«5.
28weatherhill, Lorna: The Pottery Trade and North Staffordshire, 
1660-1760: Manchester University Press, Manchester 1971» P.10. 23
2%oKendriok, N.: 'Josiah Wedgwood: an Eighteenth Century 
Entrepreneur in Salesmanship and Marketing Techniques', 
pp.408-33, in: The Economic History Review, Second Series 
1959-60 Volume XII.
30Thomas (1971) op. cit., p.68.
31Weatherhill (19 71) op.oit.,pp.12-14.
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the coalfields of North Staffordshire than to transport coal to Devon 
and Cornwall.32 The building of roads, canals and, later, railways, 
motivated largely by eminent pottery manufacturers, also contributed 
to the expansion of the industry and its markets.33
^  Longton in the Nineteenth and Early Twentieth Centuries
By the 1840s a contemporary observer described Longton and Lane 
End (which adjoined it and was later incorporated with it) as a town, 
of about eighteen thousand inhabitants, with about forty potbanks.34 
Factories and workers’ cottages were crammed together along narrow 
streets which,
"If the houses had been discharged from the crater of some 
mighty volcano and dropped haphazard upon the land ready built, 
ugliness and confusion could not have been more pronounced.”35
Given this bleak picture of industrial life it is perhaps not
surprising that at one period Longton's back streets were so
unsanitary that its mortality rate was the highest in England.36
Longton's urban development was given a further boost in 1848 by
the opening of the railway between Stoke and Derby, whioh is still in
operation today. Housing continued to expand, mainly under the
direction of the Duke of Sutherland who owned much of the land and
who, in 1874, also started a oolliery nearby whioh he named after his
32xhomas (1971) op. cit., p.68.
33pailiser (1976) op. oit.,pPv 231-46
x, 1908>.Staffordshire County Library 1*/*» pp 3 u /
35ibid. p.6.
36paiiiser (1976) op. oit., pp, 221-2.
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daughter Florence.37 in 1866 The Munlpjpal CorporationsDirector!
described Longton as:
"A municipal borough with Lane End; a ^°r°US
conjunction with Stoke and some other place , a
chapelcy in the pariah ofStoke^now a parl^.. situat;d at the 
market town, and one of the 147 miles from London,
southern extremity of the potteries . . • ' «Nation on the14 from Stafford, and 4 from Newcastle. It is a station on the^
Stoke and Derby branch of the North Staf or Mersey
between Stoke and Uttoxeter, and is f
Canal, which affords water carriage for its manufa
By 1871 the population of Longton had reached nearly twenty thousand, 
and alterations in boundaries added another fifteen thousand
end of the century. The 1851 census shows that for central Longton 
48$ of the population had been born in Longton, and of the remainder
12$ originated within five miles, and 13$ from rural Staffordshire.39
13$ of the population was made up of Irish families driven out by the 
famine, leaving 14$ of the total population born in other areas. Of 
incomers to Longton in 1851 by far the largest group consisted of 
those born in Ireland. In central Longton there were 13$ of native 
Irish, while in central Burslem by comparison there was only 8$. 
There was even an area in Longton known locally as "Irish Row" .40
The continuing expansion of Longton lead to a successful attempt
to extend its boundaries and to improve its sanitary arrangements. In
1883 evidence was given to the House of Commons in support of a bill
to extend and Improve the area, which claimed:
"In point of fact, Longton has done in a very small way 
precisely what the cities of London and Westminster have done in 
a much larger way, namely, the population has extended out of
3Tpaiiiser (1976) op.cit. pp.228-9.
38The Municipal norporations Directory,,_1866; or, Qf^ g 1^ :G-— - 
to the"counties and Municipal Boroughs of^EMland andjales, .. . 
Longmans, Green and Co., London 1866, pp.602-3*
39This data is taken from unpublished material (1980) from the 
Planning Department, Unity House, Hanley, Stoke-on-Trent, and 
from Breeze (1976) op.oit., pp.18-28.
4oBreeze (1976) op.cit., p.22,
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Longton, and had gone into the adjacent districts. Jhe whol 
the population in the districts adjacent to Longton is a 
population wholly and entirely dependent on the work® .
manufactures of Longton for its livelihood, from pro 
men to the humblest class of working men.”
By the end of the nineteenth century we see that Longton was both a 
leading pottery manufacturing town, an established area of coal and 
lead mining, and a long-standing market town. As elsewhere in the six 
towns the pottery industry was founded on family enterprises like 
those of Ridgway and Aynsley, names which are still well-know in 
Longton today. The family firm of Beswick began potting in Longton 
in the late 1880s, and by the 1930s was an established potbank.
By the start of the twentieth century the manufacture of 
pottery had moved a long way from its part-time, domestic small-scale 
beginnings, though retaining its family base, both in ownership and 
management.^2 Mortality rate statistics for the industry are 
startling, an appalling reminder of the conditions under which the 
potters worked and lived. In the 1890s the pottery workers» 
mortality rate was twice the average of that in other industries, far 
exceeding that of the so-called dangerous tasks like ooal or lead 
mining, for example.^3
During the First World War Longton prospered. Wages continued 
to rise and profits increased. Its products replaoed those formerly 
supplied by German and Austrian manufacturers. The home market was 
extremely important for the pottery industry, consuming sixty to
^Index to Evidence and Minutes of Proceedings before the select 
committee on Private Bills, and to the House of Lords; House__ojF 
Commons Longton Extension and Improvement Bill, 1883> P* 1»
^Whlpp, Richard; »"The Art of Good Management”; Management 
Control of Work in the British Pottery Industry, 1900-25»,
PP.359-85--in. Tnt.Arnational Review of Sooial History, Vol.XXIX 
(1984) Part 3, p.36M. 43
43whlpp, Riohard: Potbank and Union: A Study of Work and Trade 
Unionism in the Pot-.terv Industry; unpublished Ph.D. thesis,
University of Warwick 1983b, p. 127.
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sixty-five percent of production, although the American export market
was, and still continues to be, of critical importance, especially
for the larger firms.Between 1914 and 1920 the pottery industry as
a whole underwent exceptional growth. Gregory and Smyth cite a
passage from a 1921 report of a Sub-Committee on the Investigation of
Prices which made the following comments about potbanks:
”A large percentage of Pottery businesses have started from 
small beginnings, - due to an experienced workman with a small 
sum of money setting himself up in the industry in a small 
building and, as his trade and income increases, gradually 
adding to that building as his needs for space arise without any 
organised plan. Consequently many manufacturers are working in 
buildings that do not always conform with the highest ideals of 
modern factory requirements, . . .  In some cases the factories 
are not conducive to the good health of the operatives owing to 
their smallness and lack of ventilation . . .  ”45
After this period, however, the growth of foreign competition and of
protective tariffs worked to Britain’s disadvantage, and unemployment
became a characteristic feature of the Potteries.46 xhe family
enterprise still dominated the industry in the 19303, which employed
in 1935 30,900 males and 37,600 females.47
5) The Second World War and After
During the Second World War eighty-eight of the two hundred and 
seventy-two pottery factories in Stoke-on-Trent functioned as a 
'nucleus', producing undeoorated utilitarian ware and, in addition,
exporting a small amount of decorated pottery. Forty-two other 
potbanks moved their scaled-down production into these ’nucleus’
44ibid. pp.29-33.
45Gregory and Smyth (1971) op* oit.* P*3*
46ibid, p35
47Burohill, F. and Ross, R. *. A History of the Potters’ Union; 
Ceramic and Allied Trades Union, Hanley 1977, pp.172-3*
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factories, while others were used for the storage of munitions.^3 in 
the pottery industry the plan to concentrate production in the 
'nucleus' firms was attacked as unworkable by the employers because 
of the individualistic and diversified nature of both products and 
the production process.^9 Each potbank was in this sense unique. 
Post-war reconstruction lead, amongst other things, to the 
establishment in 1946 of a new wages structure, which on the basis of 
an agreement between the British Ceramic Manufacturers' Federation 
and the Ceramic and Allied Trades Onion, set out for the first time 
specified hourly rates of pay for every occupation in the industry.50 
However, modernisation and rebuilding was left in the hands of the 
individual firms, which meant that improvements and investment in new 
machinery were carried out in a piecemeal fashion, as was the case at 
Beswick. By 1951 the industry had largely recovered from the worst 
effects of the War, the labour force standing at 62,000 compared with 
65,000 in 1938, while exports had risen to well above the 1933 
level.51
Since the 1950s the major development has been the rapid growth 
of a few large and dominant firms, such as Wedgwood and Royal 
Boulton, with the top five firms accounting for 70Î of total output. 
This has been accompanied by the emergence of professional managers 
who do not neccessarily have any prior connection with the Industry, 
and by increasing mechanisation of production whioh has transformed 
the 'craftsman' into a 'machine minder’, The lack of growth in the
Moyes, a .: 'Second World War manufacturing industry and its 
Jignificance for jjorth Staffordshire', pp. 315-335, ins 
h^iliipa, A. D. M. and Turton, B. «7.: Environment, Man and 
Sggaomlp Change • Longman, London 1975, p.326.
^Burchill and Ross 0977) op.oit., p.196.
•n cfmintupe is reproduced in Appendix 1.>°Part of the 1982 Waseg_Struoture is
,1Burchill and Boas (1977)
j  /a 1.
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1950s was countered by a boom in the 1960s, growth which continued 
into the 1970s, and which was sustained after 1973 by the expansion 
of the export trade.52 The Clean Air Act of 1956 which lead to the 
gradual replacement of the old coal-fired bottle kilns by modern 
electric and gas ovens has brought about a marked reduction in the 
amount of atmospheric dirt and smoke. Production flow has also been 
made more efficient by these more modern methods of firing.
During the period 1959-71 the population of Longton grew by 18*, 
making it the only one of the six towns to have a growing population. 
In 1971 its population reached 70,000. By this time the town had 
become the main urban centre for the pottery industry, as Wedgwood 
had moved to a green-field site at the south of the conurbation in 
the post-war period. In 1976 45* of all male employment in Longton 
was in the pottery industry -although the share of male employment 
continues to decline. Of those others employed by pottery firms, 90* 
are in factories with one hundred or more employees, contrasting 
sharply with the service sector where an average size of twenty 
employees is more typical.53 However although since the 1950s Royal 
Doulton and Wedgwood have bought up many of the small family-owned 
firms which were once characteristic of the industry, this does not 
mean that large enterprises dominate. For example, in the Royal 
Doulton group of firms, while the main potbank in Burslem has over 
one thousand employees, and Beswick slightly more than five hundred, 
the rest average one to two hundred.54 52
52Smyth, R.L.: «The British Pottery Industry 1970-771, PP;65-73, 
ini North Staffordshire Journal of Field Studies; University of 
Keele 1977, pp.70-2.
53nanley Planning Department (1980) op. oit.
^Unpublished workforce statistics, Royal Doulton Tableware Ltd,
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In 1979 after several years of growth output In the pottery 
industry began to fall. The 'strong' pound had made exports dearer, 
and companies like Wedgwood and Royal Doulton, which exported 5 l 1 > and 
**0$ of their total production respectively, were therefore badly 
affected.55 Even the Royal wedding in the summer of 1981, which had 
boosted shares in ceramic companies and production, was "just a 
break in the gloom" as The Observer described it.56 It had no lasting 
effect on unemployment or short-time working.
In The Economist it was shown, however, that while in the last 
decade alone 20,000 jobs in the pottery industry have gone, recent 
profitability has increased as the renewed strength of the American 
market has boosted sales. By mid-1983 demand at Beswick had greatly 
increased and with it both recruitment and overtime working. There 
are plans to rationalise Royal Doulton's twelve factories further by 
splitting up production of the groups' 30,000 ceramic items amongst 
them, in 1984 Royal Doulton contributed £13.4 million in profits to 
its parent company, the Pearson Group, doubling that of the previous 
year.57
^'Company File'; Labour Research, March 1980, Voi.69 no,3, p.68. 
~^The Observet i? April 1981, p.4.
57'Living well off American tables'; The Economist, 13 October 
1984, pp.72-3.
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6) Beswlok - The Family Firm
It was not until 1969, seventy-three years after the Beswick 
family became pottery manufacturers, that the firm passed out of 
their hands.58 During this time three generations of the Beswicks had 
owned and managed the firm, directorship being transmitted 
Patrilineally. It had become famous world-wide as a manufacturer of 
earthenware animal figures, including famous racehorses like Red Rum, 
prize bulls, and the Beatrix Potter characters. Ewart and Gilbert 
Beswick, joint managers until 1969, were respectively grandson and 
son of James Wright Beswick who had founded the firm with his son 
John in 1920 (Gilbert was Ewart’s uncle i.e. his FB). Two of Gilbert 
Beswick’s sisters also worked in the offices, and Mr. Ewart’s wife 
visited the factory, and attended retirements, and the firm's 
Christmas Party at Longton Town Hall. Through marriage one of 
Gilbert Beswick's sisters also established an alliance with another 
Pottery family - the Wilds - one of whom was to consider taking over 
the firm froo Ewart Beswick. As Whipp has argued:
"An outstanding attribute of the pottery firm was its family 
Base. Just as the pottery workers organised their working lives 
with strong reference to family and kin, so did the pottery 
owners.»59
Amongst themselves Ewart Beswick's employees referred to him as 
father«. Factory outings, sports events and firm dances all 
°ontributed to the paternalist nature of the relationship between 
emPloyer and employee.
53 - — ■«—
For* a concise history of the firm and its products see 
Equestrian Figures for Collectors: Growth of the House of 
eswick', Pottery Gazette and Glass Trade Review September 1961; 
p 'Equestrian Figures: their Significance and Mode of 
deduction', ibid, February 1951.
Whipp> Richard: ’Potters, Masters and Unions; Management 
Strategy and Industrial Relations in the Early 20th Century 
Pottery Industry'; unpublished paper, 1983a, p.7.
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As Methodists the Beswicks shared with many of their employees a 
common faith and place of worship. This connection was particularly 
3trong in the decorating shops as the supervisors and many of the 
paintresses were Methodists, worshipping together at the local Bourne 
Chapel, which is now demolished. Methodist standards of behaviour 
were carried over to the potbank. Smoking and swearing were frowned 
upon, as was the wearing of head-scarves and trousers by women, and 
drinking was not allowed on the factory. A large Bible was kept in 
the manager's office and if disputes arose workers were asked to
swear upon it before putting their case.
The respected position of the Beswick family rested upon even
firmer foundations than those of Methodism. The "bosses" were 
involved in local affairs, as Justices of the peace, members of local 
councils and school boards, and in Ewart's case as a local football 
star. Although they did not live in industrial Longton but in the 
outer rural areas, the members of the Beswick family were prominent 
figures in the local community. Many of their fellow pottery owners 
ocjoyed similar positions in their local communities.^
The family firm had advantages, as Whipp has argued, ensuring 
it in-house secrets, specialist technical knowledge and recipes did 
J pass out of the family. Although the sons of pottery owners were
1 f.h lot* children, they too had limited
'om analysis of obituaries and profiles in the Pottery Gazette 
whipp calculates that of one hundred pottery 
ifaoturers in his sample twenty-four were Justices of the 
forty were local councillors, ten officers of political 
mlsations, and twenty-three offioers of sporting or other
•al bodies (ibid. p.6).
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opportunities. Moreover, as Whipp has argued:
"The extent and persistence of the family firm in the pottery 
industry is explained first and foremost by its ability to 
supply sufficient managerial competence. Since craft 
organisation and subcontract were relied on so heavily 
management could be relatively unsophisticated."
This point is borne out by the Beswicks - until 19^6, when the
factory expanded - Ewart directed, Gilbert sold and Gilbert’s two
sisters carried out much of the clerical work. Mr. Gilbert,
gentlemanly and refined, with a "posh" accent (unlike Mr. Ewart's
local one), found his perfect niche, it is said, as the firm’s
salesman, travelling worldwide and building up a wide circle of
contacts. Mr. Ewart, however, like his father and grandfather was a
"good basic potter" who had been involved with the potbank as a boy.
His knowledge of manufacture drew on his experience -it is claimed
that he could carry out any job on the potbank -and some technical
training.
Account needs to be taken, however, of the limitations of the 
family as a source of labour supply for managerial positions. 
Although female members of the family worked at Beswiok and , 
Informally played an important part in setting the standards of 
"Proper« behaviour, they were excluded from formal managerial 
Positions. This restricted the field to the adult males with the 
interest and ability to do the job. Thus there are limitations to 
family.management. The reason given for the sale of Beswiok in 1969 
was that neither Ewart nor Gilbert Beswiok had a direct successor. As 
early as 1949 a works manager was taken on from outside the family, 
someone who had several years’ experience of other, larger, potbanks. 
Trained managers were in short supply in the immediate^post-war 
years, but Beswick had an established reputation and offered a "job 6
6libid. p,9.
39
for life", and so was able to attract a suitable man. Mr. Stanley 
Bloor - who was to stay with the firm as its general manager until he 
took early retirement in 1980 - had undergone a customary manager's 
training, starting from school on a potbank in Burslem as a "lodge 
boy".62 This lowly position was the accepted first step in becoming a 
manager. The young lad worked in the gatehouse at the entrance to 
the factory receiving goods, assisting with the payment of wages, 
seeing to the clock-cards, and "locking-off". "Locking-off" was the 
responsibility of the lodge boy and was often an unpleasant Job for 
him:
"I've seen women running down the street at five-past-eight and 
I used to have to shut the gates. And these women used to go 
bloody mad - 'you bloody little sod* ", [shaking his fist in 
mimickry]
Prom these beginnings he became works manager at Beswick in late 
194?. In those days,
". . . a  good manager had to be a good basic potter, a man who 
understood manufacture and the technical aspects of it, a "Jack 
of all trades". Now, with modern methods of firing and controls 
people tend to specialise."
The family-managers had now been supplemented by a works manager, 
someone in a powerful position - Mr. Ewart's "right hand man" - who 
was not related to the Beswicks; later on a decorating department 
manager, who was a Catholic, was to join them.
As soon as the factory began its expansion in the late 1940s 
non-relatives were taken on as managers, and also as supervisors in 
the decorating shops. Despite this,however,Methodism continued to 
unite management and the higher echelons of shop floor workers; the 
one Catholic manager is still spoken of as an exception. As Whipp's 
sample of one hundred pottery managers shows, only two were
^Interview with Mr. S. Bloor, 16 October 1983*
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Catholics.63 The management structure remained stable for many years, 
continuing largely unchanged despite the introduction of a manager 
from ’outside'.
Under the joint management of Ewart and Gilbert Beswick the firm 
expanded from a workforce of approximately eighty workers in the 
period before 1946 into a medium-sized potbank employing about three 
hundred and fifty workers in the late 1960s. This expansion of 
workforce and production was made possible by the purchase and 
incorporation of adjoining potbanks, modernisation of the building, 
and the reorganisation of production methods both through 
mechanisation and the application of time and motion study to work 
tasks. As later discussion will show individual output rose markedly 
in this time, and paintresses and potters alike at least doubled 
their output. The pace and pressures of working life greatly 
increased throughout the late 1950s and 1960s.
Royal Doulton's purchase of John Beswick in 1969 brought with it 
changes at many different levels; accounting, marketing, management 
structure and product were all reorganised and the workforce expanded 
further, Beswick became a manufacturing unit, losing its independent 
salesmen and being subject to Royal Doulton-based accounting and 
Production systems. The factory was managed by an executive of Royal 
Doulton. By 1980 Beswick had its own work study department with a 
manager, two work study officers and three trainees. Although no 
longer solely responsible for producing new designs (new models were 
slso made which originated from Royal Doulton’s design team), the 
small design department remained as before, Beswick’s extensive and 
diverse range of products was standardised, many items becoming 
obsolete. Teaware was no longer made, and neither were vases, salad 63
63Whipp (1933a) 0p. clt. p.8.
bowls and other "fancies". Production was concentrated instead on 
figures; the existing range of equestrian figures was expanded as was 
the Beatrix Potter range, drawing on and broadening the more 
expensive collector's market and the range of relatively inexpensive 
popular figures. Within each range the number of different models 
wa3 increased, while the variety of ranges decreased as production 
became more specialised.
Throughout the 1970s output and workforce expanded; production 
stood at 41,000 pieces per week in 1977» the workforce almost 
doubling to 672 (505 female, 167 male). However, between 1979 and 
1982 a reversal occurred in Beswick's fortunes, "almost overnight" as 
one manager explained. Output dropped to 25»000 pieces per week. 
Voluntary redundancy, early retirement, and nil recruitment reduced 
the workforce to 455 in February 1982 (326 female, 129 male). In 
January 1981, when the present study began, the Beswick workforce 
(including staff) had already declined to 525 (385 female, 140 male), 
and within a year was to be further reduced by the loss of another 70 
workers.64 By late 1983 the situation had begun to improve slowly and 
in that year seventeen youth trainees were taken on, most of whom 
were later given permanent jobs. Since then the workforce has again 
®xpanded and short-time has given way to overtime working, including 
working Saturday mornings.
Although the early part of this study took place during the 
Recession I have tried to present an account of some fundamental 
features of the pottery workers' lives. The recession is dealt with 
ih a later chapter in terms of its effect upon individual workers and 
also in relation to more long term changes in the organisation of
Production.
^Unpublished workforce statistics.
7) Conclusion
An outline history of Longton and the Potteries has been 
presented here as a background to later discussion. However, no 
attempt has been made to take up questions about the extent and 
nature of mechanisation in the pottery industry of the kind raised by 
Lamb, for example.65 Neither have I looked in detail at the dynamics 
of industrialisation in the Potteries, such complex historical issues 
being beyond the scope of this introduction. Nevertheless I should 
like to look briefly at Nicklin’s discussion of the pre-industrial 
Location of pottery manufacture, because of the ethnographic approach 
it presents.66 Nicklin shows that questions of location are complex 
and fraught with misconceptions (as Smyth has also noted67). It 
oannot simply be assumed, Nicklin argues, either that the supply of 
naw materials or the human element can account for the concentration 
°f pottery manufacture in North Staffordshire, or for its location 
elsewhere. Nicklin contends that although environmental 
opportunities and limitations are important, cultural and economic 
factors are often of greatest significance in determining where, and 
by whom, pots are made. This argument is supported with a wide range 
°f ethnographic data which, as Nicklin points out, is usually ignored 
by other writers.68 por example, the making of pots by the Yanomarao 
°f Venezuela needs to be explained in sociological terras, taking 
a°count of the alliances involved between groups at a particular
Lamb, a .; »Mechanisation and the Application of Steam Power in 
«e North Staffordshire Pottery Industry 1793-1914', pp.50-64, 
r ^ th Staffordshire Journal of Field Studies. University of ■ : -  - : ~
^Nicklin, Keith: 'The Location of Pottery Manufacture’,
PP»436-58, ln. (N .S.) vol.14, 1979.
s®yth (1977) op.cit. p.65.
68».
iilcklitl (1979) op.cit. pp.441-9.
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time. In other cases, Nicklin shows, taboo controls the location of 
pottery manufacture, as in the Nicobar islands, Bay of Bengal.
Nicklin also emphasises that specific values attach to the making of 
pottery, which may encourage or discourage the particular group to 
make pots. Where the craft is cherished pottery making may continue 
despite the decline in the quality of raw materials^ (as indeed in 
the Potteries).
Although, unlike Nicklin, I am not specifically concerned with 
location, this thesis is presented, inter alia, as a contribution to 
the ethnographic material about pottery manufacture, like Nicklin’s 
argument emphasising the values and customs which surround it. The 
Material to be presented here seeks to elucidate the complex nature 
of the cultural values and social relations in the present-day 
Pottery industry of North Staffordshire. The inter-relationship of 
olay and of human beings will be focussed on, and it will be shown 
that even in a British industrial context pottery making has symbolic 
as well as economic and social dimensions.
pp.449-52, 454.
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CHAPTER TWO
On the Potbankl; Fieldwork, Production Propesa and Workforce
Ode to Liz
She roamed the factory far and wide 
Pinching fags in her stride,
Wandering here, wandering there for information everywhere. 
Your age, your weight, your family tree 
There's nothing you don't know about me.
But now she's going on her way 
So there's a few things we'd like to say.
Good luck with your story about pottery life.
Make it your last cause you'll soon be a wife.
Nappies to wash, socks to darn 
Wearing out your writing arm 
So when with married life your through 
Ther'll be a job on Beswick for you.2
1 } Introduction
This chapter gives an account of the methods used and some of 
the problems encountered while conducting fieldwork on the Beswick 
Potbank in the Potteries. A summary description of the production
Process in the making of ornamental earthenware is also given, in
1 "Potbank"”is'"the local term for a pottery facto^ ? b! S  ** 
used throughout this thesis. Pottery workers use P°Jba^J 
"factory« interchangeably, as I shall. Th® * out of
Jhe potbank are always used to mean being in (or at), of’
the potbank, respectively. This local usage is also adopted.
2Poem written for me by Ann Mottram, paintress, when I left the 
factory for the first time in 1982. Reproduced as written.
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order both to give a context for the material in subsequent chapters, 
and in particular to show how the workforce is subdivided into 
numerous distinct work groups.
2) The Fieldwork
Fieldwork at the John Beswick pottery factory, in Longton, 
Stoke-on-Trent, began in January 1981 and continued until the end of 
February 1982.3 Following this there was a period of just over a 
month during May and June 1982 re-checking data and, beginning in May 
1983, three months of research for the film A Wedding in the 
Potteries.4 Apart from these specific periods, several weeks and 
occasional weekends were spent attending weddings, engagement 
Parties, and other social events, and in additional time at the 
factory, which extended my contact with the factory until late 1984. 
In total the fieldwork covered some twenty months over this four-year 
Period. During this time I lived in three different homes with local 
families, all of them pottery workers, one of whom worked at Beswick. 
Living with local families in this way proved of great value since it 
avoided the problem of intruding on peoples* private lives. 
Involvement in the everyday life of the family came about naturally 
aa friendships were established. Because potters are extremely 
knowledgeable about their industry and never tire of talking about 
it» the many months spent living locally were as valuable to the 
r®3earch as the time spent actually on the factory.
^Throughout this thesis double quotation marks are used to denote 
Verbatim interviews or oomments which have been recorded either 
tape-recorder or by hand, and also for terras which are in 
eommon use by the pottery workers.
Where requested or considered appropriate, the names of 
hdividuals have been changed,
4*¿Ljjedding in th« Potteries BBC Bristol 1984, co-producers Chris 
ruling and Melissa Llewelyn-Davies, anthropologist Liz Hart, 
k® ritual shown in the film is discussed below in chapter 10.
¿»6
Before starting at the factory three months had already been 
spent locally carrying out interviews and library research into the 
changing structure of community life in Longton. Even in this short 
time it had become apparent that the nature of work and of workplace 
social relations were of great importance in structuring the 
character of community life more generally. In this original proposal 
the aim was to reconstruct through interviews the community of East 
Vale in Longton which had been demolished in the late 1950s, and to 
describe the new social relations which its inhabitants had 
established when they were dispersed. A paper had already been 
Presented about theoretical problems in the study of community to 
graduate seminars at the London School of Economics and at the 
University of Cambridge. I also intended to make an 8mm, film about 
community life in Longton. However, my supervisor was changed for a 
year and his successor was concerned that the study had no definite 
geographic boundary. It was felt that some of the difficulties 
associated with conducting anthropological research in an urban area 
could be eased if a bounded population could be identified. It was 
this which prompted me to try to obtain permission to study a pottery 
factory where three members of one of my main research families 
worked. After initial difficulties in gaining access to the factory
in Longton a member of this particular family, who had worked there 
for some years, "spoke for me" to one of the managers. As later 
discussion will show this is a recognised way of getting a job in the 
Pottery industry, in my case enabling me to see the personnel manager 
whoi with the backing of the managing director, eventually allowed me
an initial three months for research.
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A firmly established tradition of workshop ethnography existed 
on which to draw, the work of Lupton and Cunnison in particular 
proving valuable.5 But unlike these earlier writers I was not 
interested solely in the informal organisation of the work group and 
its dynamics. My interest was in the way that the workforce of this 
particular factory was socially and morally differentiated into the 
"rough" and the "respectable" and in the factors which reinforced 
competing loyalties and identities. The initial period of community 
research proved of value to the factory study because it had provided 
a broad perspective out of which specific areas of interest could be 
developed. For example, I was already familiar with the fact that 
distinctions were made locally both between paintresses and clay end 
workers (i.e. potters) and between Methodists and Catholics. It was 
then clear that the pottery workers' industrial history and actual 
experience of work had effects for the nature of community life.
When fieldwork started most of the factory was on a three-day 
week, and workers feared redundancy. This meant that at first I was 
thought by some of the workers to be a "management spy", someone who 
was to select those to be made redundant. Fieldwork proper then 
be8an when the situation in the pottery industry was tense and 
Workers troubled. At this time there was also a dispute in progress 
tn one of the painting shops which made it inadvisable for management 
to let me start work there. Also, because I lodged with one of the 
workers, her workmates were reluctant to talk to me since, as I later 
learned, they were worried that I would tell her what they had said 
to me. For several weeks my movements about the factory were 
restricted, although in a friendly and informal way. The personnel
^upton, Tom: nn the Shop Floor, Pergamon Press Social
Cunnison, S h e i l i T " ^
S t ations in a carâêntWÔrkshop, Tavistock, London 1966.
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manager directed me first to the Beswick painting shop which as I was 
later to realise was not typical of all types of paintress. The 
women in this shop were interesting and helpful but I was conscious 
of the fact that a study of them alone would limit what could be 
learned of the underlying nature of social relations on this 
Particular potbank. It was nec^s^ary for me to reach my own 
conclusions about which groups should be studied, and naturally this 
took some time.
Because of the rivalry between painting shops and, more 
fundamentally, between paintresses and potters, it was always 
necy-essary to be sensitive to the comments which were made about my 
movements between the social and physical boundaries which normally 
divided the workforce, while not being discouraged by them. It was 
possible eventually to move freely about the potbank because I 
deliberately did not become associated with a particular work group, 
as would have been the case if I had actually worked, as a potter or 
a Paintress. I was careful to make it clear that my study was about 
both paintresses and potters, and that I did not intend to take the 
side of either group. Devons and Gluckman have discussed the various 
issues involved in demarcating a field of study in both space and 
time, showing how complex are the procedures Involved.^ In my 
Particular case the decision to study more than one group in detail 
drew even greater attention to the nature of the boundaries within 
and between work groups, and of the relationship of these to the 
Production process. Later on, in discussion of a factory rite of 
Passage, the symbolic dimensions of boundaries, also emphasised by
Devons, Ely and Gluckman, Max: 'Conclusion: Modes and 
Consequences of Limiting a Field of Study'j in: Gluckman, Max 
<®d*): Closed Systems and Open Minds: The Limits of Naivety_ln 
— S^jLal Anthr»npf t i O l i v e r  and Boyd, London 1964, pp, 162-3.
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Cohen in his study of Whalsay, will become clearer,7 it needs to be 
emphasised that I learned a great deal about informal shop floor 
custom and of the social structure of workshops, simply through the 
experience of gaining entry to different areas of the factory.
Semi-structured informal interviews were carried out at the 
bench, organised around the construction of a genealogy, sitting 
beside people as they worked. I also interviewed people at home with
their families. Detailed material was collected on kinship and
family at home and work, school and work experience, training and 
pay, marriage and child care. Basic information on age, residence, 
marital status, household composition, and occupation was collected 
from all seventy-two workers who were Intensively Interviewed, In 
addition managers and supervisors were also interviewed as were three 
retired Beswick employees. Gilbert Beswick also kindly agreed to talk 
to me, but sadly died on the day I was to Interview him. Near the 
end of the study I also used questionnaires to obtain information 
from almost one hundred and fifty workers about school-leaving 
occupations and training. This material is presented in chapter 
seven. Old wage books, Beswick catalogues and photographs were also 
obtained, as were maps of the factory and workforce statistics.
A great deal of time was also fruitfully spent sitting around 
with workers, joining in their everyday conversation, I observed and 
recorded many aspects of dally life in this way. I had a place of my 
own at one of the benches in the painting shops, as well as a desk in 
the personnel manager’s office. I participated as fully as possible 
tn the life of the factory as well as visiting people in their homes, 
and going out with them socially in the evening. I also went along
^Cohen, Anthony p,j ’Symbolism and Social Change; matters of life 
and death in Whalsay, Shetland'; pp. 307-24, In; Man (N.S.)
7ol.20 1985, p.319.
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with some of the women I knew well to visit local spiritualists. I 
made a short 8mm. film, took over three hundred photographs, and also 
with the kind help of the Gladstone Pottery Museum and Ray Johnson of 
The North Staffordshire Polytechnic showed films about the Potteries 
to the Beswick employees in the lunch hour. At first the audiences 
for these films were small, but they grew as people got to know me. 
The filmshows provided one way of explaining my interest in the 
Potteries to the pottery workers, and as a way of thanking them for 
their help with my research.
3) Outline of the Production Process
In order to understand the nature of the workforce it is 
neccessary to have some idea of the production processes and of the 
occupational structure. The manufacture of ornamental earthenware is 
far more detailed than can be suggested in this outline, which is 
intended to do no more than familiarise the reader with the basic 
Processes. Machin has emphasised that in practice earthenware 
manufacture is more complex than appears from the way the sequence of 
Processes is usually described in flow-charts of production.® As in 
this outline, a description of the sequence of processes obscures a 
range of supplementary processes - like mending faulty ware, for 
example - which disrupt the smooth flow of production. We need then 
to be aware of the subdivided tasks and of the many different 
Processes which are actually involved in the making and decoration of 
earthenware figures. Within the two major departments (the making
Machin, J. d.s The Economics of Technical Change in the British 
-p&igry Industryr unpublished M.A. thesis, University of Keele,
'9?3, P.5.
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department and the finishing department) there are, as Table 1 below 
illustrates, a wide range of occupational groups. The table also 
details the sizes and sexual composition of these groups.
The production process proper begins in the sliphouse where the 
basic ingredients are mixed mechanically into a greyish creamy liquid 
known as ’slip’. The slip is circulated from the sliphouse through 
metal pipes to the casters’ benches in the casting shops. Both men 
and women work as casters, although only men do the most complex and 
physically heavy work. The caster makes the figure by pouring slip 
through taps into plaster of Paris moulds. When slip enters the 
mould through a hole in the top it fills up the hollow space, and is 
drawn to the sides by the porous plaster of Paris, where it begins to 
dry out and thicken. The finished figure is hollow, so the slip 
needs to be left just long enough to allow it to solidify and reach 
the required thickness. This is known as the ’dwelling time’, and is 
different for each shape. After being left for its appropriate 
dwelling time the mould is tipped to pour off the excess slip, and is 
left to drain. Then the caster opens up the mould, lifts off the 
separate sections, and takes out the ca3t piece which is placed 
carefully on a board. It is the caster's responsibility to keep the 
stickers-up and fettler/spongers supplied with work. Within each 
shop casters occupy the highest status, and are usually the highest 
Paid.
Each figure is made from a number of different sections. In the 
case of a horse, for example, there are separate moulds for body, 
legs, head and tail. The moulds are made at the factory by highly 
skilled men known as mouldmakers, and are composed of separate 
sections, which fit together like a three-dimensional jigsaw puzzle 
sc that the mould takes the form of a cube on the outside, encasing 
tl*e hollow outline of the part to be cast.
Table 1; Beswick Employees by Occupation and Sex (February 1982)
Glost W'house 
Labourers 
Lithographers 
Jug Paint's 
Figure Paint's 
Aerographers 
Enamel Kiln P  
Glost Kiln ] ¡Z 2  
Dipping House J 0  
Bisc/W’house 
Biso/Kiln * Z 3  
labourers 53  
Supervisors 
Stiokers-up 
Spongers
Casters x __
Figuremakers J 2  
Mouldmakers 
Sliphouse J3
r///i
^ / / / / / / / / / / / / /
10 20 30
H ------h-
40 50
No.
6 0 7 0 SO 90
0  Male 
E l Female
Source: Unpublished Workforce Statistics
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When each separate component has been cast in this way they are 
joined together by stickers-up (all of whom are female). The figure 
is 'stuck-up' with slip which in its liquid form acts as an adhesive. 
The seams and joint lines are removed by female fettler/spongers 
using a knife and damp sponge. At this stage the figure is still 
damp, is easily broken, and is termed 'green'. It needs careful 
handling. Before leaving the casting shop each figure is examined 
for faults by a female overlooker.
A male labourer takes the ware on a truck from the shop to be 
dried and from there to the 'biscuit kiln’ where it is fired in an 
electric tunnel kiln at high temperature. This first firing brings 
it to the 'biscuit' state, when it becomes completely dry, white and 
brittle. If broken or faulty it can now no longer be re-cycled or 
repaired. After the biscuit firing the figures are cleaned of dust 
by a "blower" and are again overlooked for faults and cracks by 
biscuit selectors, and the ware is stored in the biscuit warehouse 
Ur*til needed by the decorating department. The decorating department 
is known as the "decorating end".
There are three methods of decoration used at Beswicki freehand 
Painting, aerographing (mechanical spraying of colour), and *1« 
lithographing (the application of coloured transfers onto glazed 
ware). Freehand painting is a female occupation at Beswick, although 
°n some other potbanks men also do this work. After underglaze 
decoration the figure is coated in a liquid glaze by a male dipper 
then fired in the ’glost’ kiln. When fired the glaze becomes 
transparent, protecting the colours and preparing the surface, if 
Pecoeasary, for further 'on-glaze' decoration. After 'on-glaze' 
decoration the figure is again dipped in glaze and fired in the
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’enamel* kiln. The ware is inspected by glost selectors after each 
firing, before it is stored in the glo3t warehouse prior to packing 
and despatch.
The various processes are labour intensive, depending on 
individual speed, stamina and co-operation in order for production to 
flow smoothly and efficiently. The workforce is subdivided into 
different departments, and occupational groups. The occupational 
groups are further divided into different workshops and within them 
into small work groups. Subdivided in this way it took time to get 
to know the factory as a whole, since each workshop had its own 
identity, work routines and relationships.
4) Paintresses and Potters - an Introduction.
Paintresses (all but two of whom are female) work in two large 
shops each containing approximately seventy women. Paintresses carry 
out the skilled clean work of decorating, sitting at benches of four 
or six women. As we will see they are generally better paid than 
women who work in the clay end. They are seen to be doing a "posh" 
job only one step below an office job. Paintresses do not normally 
wear overalls and come to work fashionably dressed. The painting 
shops are said to be quieter than shops in the clay end and the 
Paintresses are looked on as "artistic". Plate 2 below shows a 
Paintress at her bench, Plate 3 a potter at work.
Potters (male and female) work in a maze of shops of various 
sizes, the largest containing approximately twenty workers. Only 
Pasting is a mixed occupation, as the jobs of sticker-up and 
fettler/sponger are only done by women. In the clay end women work 
alongside men, and have done so for generations. Female potters are 
°onsidered to be "rough" as compared to the "posh" paintresses»
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Male potters, on the other hand, are not stigmatised in this way 
and those who carry out the most skilled jobs are treated with a 
certain amount of respect.
Writing of the potters’ workshops of the mid-eighteenth century, 
Arnold Bennett described them as "subterranean dungeons" which when 
in full activity,
”. . .  were full of men, boys and young women, working close 
together in a hot twilight. Certain boys were trained 
contrabandists of beer, and beer came as steadily into the 
dungeons as though it had been laid on by a main pipe. It was 
not honourable, even on the part of a young woman, to refuse 
beer, particularly when the beer happened to arrive in the late 
afternoon. On such occasions young men and women would often 
entirely omit to go home of a night, and seasoned men of the 
world aged eight, on descending into the dungeons early the next 
morning, would have a full view of pandemonium, and they would 
witness during the day salutory scenes of remorse, and proofs 
of the existence of a profound belief in the homeopathic 
properties of beer."9
In the same novel (some years later on) Bennett describes the 
Paintresses who, in sharp contrast,
. . with their neat gloves and their dinner baskets and their 
thin shoes were trudging to work, and young clerks and shop 
assistants and the upper classes of labour generally.n10
Bennett’s description of the paintresses at their work benches in
Anna of the Five Towns is even more fulsome;
"The paintresses form the noblesse of the banks. Their task is a 
light one, demanding deftness nrst of all; they have delicate 
fingers, and enjoy a general reputation for beauty* the wages 
they earn may be estimated from their finery on Sundays. They 
come to business in cloth jackets, carry dinner in little 
satchels; in the shop they wear white aprons and look 
startlingly neat and tidy. Across the benches over which they 
bend their coquettish heads gossip flies and returns like a 
shuttle; they are the source of a thousand intrigues, and one or 
other of them is continually getting married or omitting to get 
married. On the bench they constitute "the sex". An
_____  « „.uin Harmondsworth 1975, P ^ 1^Bennett, Arnold; ClayhanggE» ®
(first published 1910).
10ibid. P.H10.
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infinitesimal proportion of them, from among the branch known as 
ground-layers, die of lead poisoning - a fact which adds pathos 
to their frivolous charm. "11
In his study of women pottery workers between 1890-1905 Whipp has 
emphasised that the paintresses were distinguished from the majority 
of women potters by their dress and life-style, their higher ranks 
enjoying wages and working conditions in line with their skilled 
status.12 Simeon Shaw, a contemporary eighteenth century observer, 
spoke of the "artists" of the potteries, many of them women "of good 
families" who were "taught the Art".13 in a recent paper Bridgwood 
(whose mother was a paintress) has argued that although initially 
done by both sexes, by the end of the eighteenth century painting 
appears to have been confined to women, who underwent an 
apprenticeship supervised by women chosen for their good moral 
conduct.1^ Seeking out the ideological underpinnings of the division 
between paintresses and potters Sarsby's oral history material 
further illustrates that this distinction still has force today.15 For 
Sarsby the division between female potters and paintresses serves to 
support and justify a patriarchal division of labour in the pottery 
industry. She argues,
"The idea that women are suited to the decorating end of the 
pottery industry has as its corollary the idea that they are 
somehow less suited to the muckier, clay end, the preserve of
^Bennett, Arnold: Anna of the Five Towns; Penguin, Harraondsworth 
1954, p . 121 (first published 1902 ),
2^Whipp, Richard: The Women Pottery Workers of Staffordshire and 
Trade Unionism 1890-1905. M.A. thesis, University of Warwick 
1979, p.57.
^Shaw, Simeon: History of the Staffordshire Potteries; David and 
Charles, Newton Abbott 1970, p.210 (first published in 1829).
^Bridgwood, Ann: ’Women in the Pottery Industry in the Nineteenth 
Century', unpublished paper, University of Keele 1979, pp.3-4,
15Sarsby, Jackie: ’Sexual Segregation in the Pottery Industry',
PP.67-93. in Feminist Review no.21. Winter 1985.
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men. This segregation is further sanctioned by the belief that 
women in the clay end are coarser and use bad language (also the 
preserve of men)."16
As these various writers illustrate distinctions between the clay end 
and the decorating end, the rough and the respectable, are a 
continuing feature of social relations in the pottery industry. As 
we will see however, the nature of these distinctions is extremely 
complex, not least because paintresses and potters are often 
connected through ties of kinship and affinity. For example, one of 
my main families had five daughters, three of them paintresses, two 
of them potters. One of the paintresses had a daughter who was a 
potter, having been 'spoken for* when jobs were scarce by one of her 
potter aunts. In another case a friend with whom I lodged was made 
redundant from her job as a gilder (on a potbank where her mother's 
mother had also worked as a gilder) and went into the clay end on the 
same potbank. Later she moved to another potbank (where her 
sister-in-law worked in the offices) as a caster and then to Beswick 
(where her mother worked as a paintress) as a gilder. Amongst other 
things changes in the labour market, and the use of family ties to 
obtain jobs, introduce further complexities into the paintress/potter 
distinction. Moreover it is a sign of considerable advance in the 
family»s status for the women to move in three generations from 
Potter, to paintress, to secretary, that is, from*roughr to*poshf In 
this way respectability of the family is carried by the female line.
Although the distinctions between paintresses and potters are 
hot as straightforward or clearcut as Sarsby's paper seems to assume, 
®y own Interview material suggests that on this particular potbank 
there are important differences between the women concerned. Of 
twenty-nine paintresses interviewed in one shop (the Beatrix Potter
16ifeid. p.70.
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shop), eight of them had mothers who had worked or were working in
the decorating end, four as gilders, two as transferrers, one as a
gilder/lithographer, and one a3 a paintress. Amongst the female
potters the situation was different; three out of nineteen of them
had mothers who worked in the decorating end, one as a paintress, one
as a lithographer, and one a3 a print cutter. Of the twenty-nine
paintresses, four had mothers who worked in the clay end, as compared
to the potters, twelve of whom had mothers who did so. Of
the paintresses1 mothers, two were casters, one a maker, and one a
cup-handler. Four of the potters’ mothers were casters, two were
makers, one was a mould-runner, two were spongers, and one worked as
assistant to a thrower. Moreover of the nineteen female potters
seventeen of them had mothers who worked in the pottery industry,
while only sixteen of the mothers of the twenty-nine paintresses did
so. These particular paintresses were then less likely than female
potters to have mothers who worked in the pottery industry and when
their mothers did so they tended to carry out the skilled work in the
decorating end. Of the paintresses' mothers who did not work in the
four* a.%
Pottery industry, four were described as housewives ,^one a3 having 
"married down" and had had to become a cleaner, one as "only working 
°n munitions during the war", one in textiles, one as a machinist, 
and one as a tailoress. Of the two potters' mothers who did not work 
°n a potbank one was "in service" and the other a "midwife".
The quantitative data presented here can do no more than suggest 
that the background of paintresses and potters doe3 differ, and is 
simply a product of the workplace. As will be seen in later 
chapters, school-leaving occupations of paintresses and potters also 
differ, providing further support for this argument. Personnel 
®anagers I interviewed claimed to be able to see the difference 
between future paintresses and potters, the former because of their
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glamorous appearance and more confident attitude. The two groups of 
workers to be studied here work in three different shops, the first 
floor casting shop, the Beatrix Potter painting shop, and the 
character jug painting shop. All three of these shops, as Map 1 
below shows, are on the first floor of the potbank. This thesis i3 
concerned to understand in a detailed way the meaning of these 
differences between the two occupational groups and to use this 
understanding as a way of approaching questions about the meaning of 
work, the nature of skill and the intricacies of industrial 
relations.
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CHAPTER THREE
Industrial Behaviour Reconsidered
1) Introduction
This chapter aims to uncover some of the commonly held
sociological assumptions about •industrial behaviour’, which have 
become hidden by common usage. One of the problems which I 
encountered initially in this study of pottery workers was that many 
of the terms frequently used in studies of work have become embedded 
in our sociological way of thinking and are therefore unquestioned,
I found it very difficult to avoid simply re-working the basic 
underlying assumptions about "behaviour" at work. By returning to 
the early writings I came to realise that these had emerged in the 
1930s in America out of the melting pot of a number of diverse 
disciplines, including anthropology, psychoanalysis and psychology. 
The intention then is to describe a process of rethinking, a 
theoretical reconsideration which was part of my methodology.
Attention is first turned to the early formative writings of 
industrial sociology and anthropology so that these commonly held 
assumptions can be analysed in detail and their background revealed. 
It will be shown that despite a shift in emphasis there are important 
similarities between the early writings and those which much later 
claimed to offer a new point of theoretical departure for industrial 
sociology, particularly in the way ’technology* is used.
As a recent review by Holzberg and Giovannlni makes clear, an 
extensive and diverse range of studies are encompassed under the
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heading of industrial anthropology.1 This present chapter is not a 
review of the literature in the conventional sense. Rather, its aim 
is to place this present study of pottery workers in relation to 
research about 'industrial behaviour', by uncovering some of the 
traditions which bear upon it. In order to do this is is neo^essary 
to return to the early formative writings so that the traditions and 
assumptions arising from them can be identified,
A tradition of British shop-floor ethnography already exists in 
the workshop studies associated with Max Gluckman and Tom Lupton 
carried out at the University of Manchester in the 1950s. These 
studies are discussed below. The initial purpose of the Manchester 
project was to study norms of output and earnings of workshop groups, 
and to identify the different factors which gave rise to them, and 
the processes of social behaviour which maintained them. 2 The 
research drew on the influential work carried out much earlier at the 
Western Electric Company's Hawthorne plant in Chicago, which has been 
summarised in Management and the Worker.3 The various researches 
carried out at the Hawthorne plant (generally referred to as the 
"Hawthorne experiments") took place from November 1924 until the late 
1930s, After calling in a team of outside efficiency experts, who 
attempted unsuccessfully to deal with problems of industrial unrest, 
the company eventually approached Elton Mayo at the Harvard Business 
School for advice. Western Electric established its own research
^Holzberg, Carol S. and Giovannini, Maureen JAnthropology and 
Industry: Reappraisal and New Directions', Annual Review of 
Anthropology. i98i vol. 10, pp. 317-60.
2Wilson, C.S.: Social Factors Influencing Industrial Output:,a 
Sooioi0gicai study of Factories in N. W. Lancs., unpublished 
Ph.D, thesis, University of Manchester 1963» p»ii.
3RoethllflhArgA»»,>;.T. and Dickson. W.I. : Management and the 
Worker, Harvard University Press, Cambridge Mass.» 1942 (first 
Published 1939).
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group and Harvard, with an endowment from the Rockefeller Foundation, 
was able to participate in the research. A series of experiments and 
observations were made about worker behaviour, including an intensive 
period of psychoanalytic interviewing.
As Landsberger’s review makes clear, the Hawthorne experiments 
have over the years been criticised for amongst other things their 
anti-union bias.1* Nevertheless it will be seen that their formative 
influence can still be identified at work in more recent research and 
are discussed at length (usually in connection with Mayo's work) in 
introductory textbooks on industrial behaviour such as those by Brown 
and Rose.5 in his classic study of industrial relations in Great 
Britain Clegg has referred to the Hawthorne experiments as "the most 
famous investigation ever conducted into industrial relations on the 
factory floor. "6 Several influential accounts of the Hawthorne 
e*periments have been published, amongst them Mayo's The Human 
Problems of an Industrial Civilisation and Homans' The Human Group in 
which one of the most famous experiments (the Bank Wiring Room study) 
is re-analysed.7 The importance of the early American experiments 
for later British research is shown by Lupton's statement "Research
W.Ü'rür'TH.».: «author« Esvlgltsli Univer.ity, New
York 1958, pp. 51-55.
'Brown, J.A.C.: *««ulaV
Harmondsworth 1980, pp.69-96; p in HarmondsworthRose, Michael: industrial Behavj^î Penguin, Harm 1981, pp.103-^ 6.
6Clegg, H .A. ! T h ^ S y s t e m j O ^ J n d ^ s ^ E i â i - ^ â l â i ^
Britain; Basil Blackwell, Oxford 1978, P*
7 ' , , , rf nn rial Civilisation;^Mayo, Elton; ) ;
The Viking Press, New ïorlc_^fm . R0Utledge and Kegan Paul, Homans, George: The Human Grou£,
London 19 51.
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worker’s on industrial problems must return again and again to the 
investigations made at the Hawthorne works of the Western Electric 
Company in Chicago in 1927-1932".8
2) The Hawthorne Experiments
Experiments into worker efficiency at the Hawthorne plant 
actually began in 1924 when the Western Electric Company (a 
subsidiary of the American Telephone and Telegraph Company) carried 
out experiments into the effects of lighting on output. These early 
’illumination experiments' proved inconclusive; it wa3 found that 
light was only one factor amongst several variables which could have 
an effect on output.9 From these inconclusive beginnings the 
Hawthorne experiments proper began in the Spring of 1927» and spanned 
a five year period, ending in 1932 because of shortage of work at the 
Plant during the Depression. Experiments were conducted initially 
into the incidence of fatigue and monotony amongst employees.
Selected groups of employees were placed in experimental situations 
so that the effects of different variables upon behaviour could be 
detected i.e. temperature, humidity, hours of work. The findings of 
these experiments were also inconclusive. In the next stage a small
group of workers was isolated in a separate test room "where their 
behaviour could be studied carefully and systematically*. 10 Contrary 
accepted beliefs no evidence was forthcoming that increased output 
was due to relief from fatigue,^
8Lupton, Tom: 'Social Factors Influencing Industrial Output', 
PP.55-59; in: Man Vol. LVI 1956, Article 49, p.55.
^Roethlisberger and Dickson (1942) op,cit. p.19.
1°ibld,
R^oethlisberger and Dickson (1942) op.cit, p.127»
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In the next two experiments the effects of wage incentives were 
tested, in the first by changing types of wage incentive, in the 
second by introducing changes in working conditions whilst keeping 
the incentive pay unchanged.12 The main finding of these first two 
years of experiments was that the workers' attitudes to managers and 
supervisors were of crucial importance in affecting the amount they 
produced. These experiments then failed to provide conclusive 
findings about the effects upon production of hours of work, wage 
incentives, and supervision.13 There followed in the next stage of 
the research an attempt to understand these attitudes more clearly by 
undertaking an intensive interviewing programme. Over twenty 
thousand interviews with employees were carried out. Following this 
the research went into what was to be its final phase, a detailed 
study of a shop situation from a sociological point of view. Known as 
the Bank Wiring Room study, this is the most famous of the Hawthorne 
experiments, and Homans has stated that it is with this experiment 
that "modern industrial sociology starts".14
Observations carried out in the Bank Wiring Room were used to 
Provide material which would shed light on restriction of output, but 
ih a more complex and sociological way than hitherto in physiological 
studies. Psychological tests of dexterity and intelligence were used 
tn the conventional way to measure the workers' aptitude. However it 
Waa found that no direct connection could be identified between 
sntual output and the workers’ "capacity to perform"»15 Three workers
l2ibid. p.13H, 
l3ibid. p.185.
^Homans, George C.: 'The Strategy of Industrial Sociology'
Pp.330-7; in: American Journal of Sociology^ Yol. 54 1948/9,
333. — — --- - _  .  ^ ' . . , ■ ■
 ^g
Rnethlisberger and Dickson (1942) op.cit, p.517*
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with high aptitude teat results were found to have a relatively low 
level of output. Nevertheless the researchers did observe a direct 
correspondence between output and informal social standing in a 
particular group or clique. The job of wireman required more 
specialised skills than that of solderman and carried a higher status 
so that "the Wireman ordered and the Solderman obeyed."16 Further 
differences of skill and status existed between connector and 
selector wiremen. It was observed that the men were divided into two 
Informal social groups, one of which attempted to hold output down in 
the shop (they were paid on a group payment scheme). Work-swapping 
was also officially allowed to take place in the observation room, 
and this built up other social relations and alliances within and 
between the men which further differentiated them. It is also 
Interesting to note that there was an "informer" in the group 17. 
Moreover the differentiated group piecework payment system united one 
set of workers against the higher earning wiremen. The workers also 
used output restriction to resist and challenge the inspectors, as 
well as to undermine the earning potential of the highest-paid men.
The Bank Wiring Room study showed that the men within it were 
Part of an intricate social organisation, which in large part 
determined their conduct and served to restrict output, resist 
change, and protect its members from management interference. It was 
not ’logic' which bound worker to work group, but codes, customs and 
traditions based on deeply-rooted 'sentiments'. Roethlisberger and 
Dickson argue that such sentiments made the workers resistant to any 
changes in the existing social organisation. It was concluded that
16ibid. p.h9&*
17ibid. p.520-2.
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the collaboration of the workers was then determined mainly by the 
informal organisation of the factory, rather than by more formal 
means.18
3) The Early Writings
Because the Hawthorne experiments are seminal in the 
sociological study of industry, they provide an organising point for 
consideration of other related writings, putting them in context.
For these reasons the Hawthorne experiments have been summarised 
here. Moreover, as later discussion of the Manchester shop floor 
ethnographies will show, there is a direct connection between them 
and these early American studies.
Rose has pointed out that through his writings in the 
nineteen-thirties Elton Mayo was influential in popularising the 
Findings of the Hawthorne experiments (although there is no evidence 
that either Mayo or Roethlisberger actually carried out any fieldwork 
in the factory).19 Drawing attention in The Human Problems of 
Industrial Civilisation to the wide range of research at that time, 
Mayo comments:
"The selection of certain researches for report is justified not 
merely by the fact that the studies described are all 
represented at present at Harvard University in a collaborative 
undertaking; the selection is justified also in two other ways. 
The first is that these various studies - biochemical, medical, 
industrial, anthropological - show signs of developing a 
coherent unity of relation which, if it continues to advance, 
will greatly increase our understandimg and control of the human 
problems of an industrial civilisation. The second is that the 
problems studied possess a peculiar interest and urgency in the 
present situation of world affairs. They are, in fact, the 
problems the conditions of which we know least well, the human 
issues which are in the most serious need of skilled
attention. "20 189
18ibid. p.525-68.
19Rose (1981) op.cit. p.118.
20Mayo (1960) op.cit. p.161.
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For Mayo, as for researchers of the Chicago School, investigations of 
human behaviour in the factory and community were seen as providing 
knowledge which would enable the administrator, politician, community 
worker, manager and academic to understand contemporary sooial 
problems of industrial society. Friedmann has been critical of 
Mayo’s assumption that the small work group and the wider society 
were analogous, and that an understanding of one would facilitate an 
understanding of the other.21 At this time in America social 
researchers were concerned, as we will see, to understand the 
underlying basis of the fundamental social problems of contemporary 
American life and the disruption wrought by industrialisation. For 
example, with this urgent aim in mind, the anthropologist Lloyd 
Warner, who in 1943 became the chairman of the Committee on Human 
Relations in Industry at the University of Chicago, undertook what 
has become a classic community study. 22
Warner and Low’s "Yankee City Series" was intended to complement 
the studies carried out at the Hawthorne factory by looking in the 
same detail at the larger community.23 There are six volumes in the 
series, each dealing with one important aspect of community life, 
including social life, factory work, and death, Warner had spent 
three years in Australia studying the community life of a "stone age" 
People, in order "to know modern man better" by understanding the 
less complex organisation of primitive man.21* Later Warner and his
^Friedmann, Georges: 'L’Objet De La Sociologie Du Travail’, pp.11—34» 
*n: Friedmann, George and Naville, Pierre (eds.)î Traité De 
Sociologie Du Travail. Volume Ij Armand Colin, Paris 1970 (first
Published 1962), p.23.
2?cWarner, W. Lloyd: The Social Life of a Modem Community; Yale 
University Press, New Haven 1949.
2^ibid, pp.1-2 . ' -
24ibid. p.3.
71
colleagues applied anthropological theories and techniques to this
study of an old New England community. In the fourth volume in the
series entitled The Social System of a Modern Factory it is argued
that the strike situation is one of fundamental crisis in which human
beings "reveal their inherent secrets in a way they never do and
never can when life moves placidly and easily", for "behaviour in
such crises tells us the meanings and significance of human
society."25 For the ’Yankee City' researchers the usefulness of
social science lay in its ability to add significance and meaning to
the understanding of human life and behaviour. It was their belief
that the questions asked about the strike, and the knowledge gained,
would throw light on similar crises in American life, leading to a
greater understanding of the nature of industrial society itself. 26
This concern is not confined to Harvard or to the period of the
1930s. For example in Steeltown, published in 1950, it is argued:
"The purpose of the study would be both scientific and 
practical: to throw light on basic principles of human behavior 
[sic] under the impact of technological change, and to discover 
solutions to practical questions which might be of use to other 
companies, other unions, and other communities faced with 
similar problems."27
Even earlier in Middletown, a community study carried out in the 
1920s, which attempted to break away from the "piecemeal" study of 
social problems, the aim is to view life in the city as the "form 
which human behaviour under this particular set of Cindustrial3 
conditions has come to assume."28 Bell and Newby argue that this
^Warner, W. Lloyd and Low, J.O.: The Social System of the Modern 
Factorys Yale University Press, New Haven 1947, P* 1.
26ibid. p.6,
27Walker, Charles R.: Steeltown: an Industrial Case History of the 
Conflict between Progress and Security; Yale Labor and 
Management Centre Series, Harper and Bros. 1950, p.2,
°Eynd, R.S, and Lynd, H.M.: Middletown; Constable, London 1929,
PP. 3-4.
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successful book - which was reprinted six times in the year of its 
publication - shaped the development of community studies. However, 
they are also critical of its attempt to extend the findings of one 
community study to the whole of society, a tendency which they see as 
the "besetting sin" of American studies.29 Bell and Newby emphasise 
the influence upon such studies of the "techniques of classical 
social anthropology established by Malinowski . . .  ".30
In all these accounts, whether carried out in a factory or in a 
community, the concern is to observe human behaviour as affected and 
moulded by industrial conditions. To this end the factory and the 
community both serve as experimental situations, which enable human 
behaviour to be observed under conditions of technological change or 
crisis. There is a sense of urgency in all these accounts, a feeling 
that American life is undergoing a marked and dramatic change. This 
is viewed in terms of a historical movement away from pre-industrial 
society, with its rural base, to an industrial society dominated and 
moulded by technology. As the opening passage illustrates this is 
Steeltown^ concern:
"Anthropologists have long concerned concerned themselves with 
the impact of western industrialisation upon primitive peoples.
A more complex and delicate assignment to which social soience 
is now committed is a study of the impact of technology upon 
so-called civilised peoples."31
While in Middletown the authors posit a "Rip van Winkle" character 
who, having slept since 1885 through many technological changes
awakens in the mid-1920s to:
". . . marvel at the change . . . every one seemed to run intent 
upon his own business a3 though fearing to stop lest those 
behind trample him down. In the quiet country-seat of the 
middle-eighties men lived relatively close to the earth and its
29Bell, Colin, and Newby, Howard: Community Studies; George Allen 
and Unwin, London 1971» pp. 82-3.
30ibid. p.62.
3lWalker (1950) op.oit. p.4.
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products. In less than four decades, business class and working 
class, bosses and bossed, have been caught up in Industry, this 
new trait in the city’s culture that is shaping the pattern of 
the whole of living.”32
$.3 conceptualised in these classic texts industrialisation defines a 
specific stage in the process of historical development from a rural 
(primitive) to a non-rural (civilised) society. The concept then has 
a dual meaning and involves a contradiction. Industrial society 
stands as it were in opposition to rural society - as both an 
assertion of mankind's progress towards civilisation, and at the same 
time a movement away from his rural heritage. ’’Technology" then 
becomes central to the concept of historical development because it 
refers both to the whole array of inventions, machinery, material 
culture and tools, and to the powerful driving forces of history 
which, through the increasing development of mankind's primitive 
technology, have brought him to civilisation, that is, to an urban, 
industrial way of life. Technology is central because its presence 
can be identified in all societies since the Stone Age, its 
development marking off one historical stage from another. Because 
of the way historical development is conceptualised, 
industrialisation and technology then become interchangeable in these 
accounts. For example Walker states in the opening paragraph of his 
'industrial case history':
"Rapid and continued social change is a prominent feature of 
modern society. Indeed, it is this feature which has 
distinguished our society for the past three hundred years from 
society in nearly all past epochs, There is little disagreement 
about the prime cause of swift and accelerating social change.
It is technology, the modern, varied, and flexible technology 
everyone is familiar with today and which is rooted in the 
physical sciences,"33
^Lynd and Lynd (1929) op.cit. p. 87.
33Walker (1950) op.cit. p.1.
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4) Primitive Man and the Industrial Worker
In the distinction between primitive/rural and
civilised/industrial society it is technology which is taken to be a
defining feature of the historical stage reached by mankind. By
looking briefly at Lloyd Warner's study of the Murngin, attention can
be drawn to the anthropological basis of this view of historical
progress. In the introduction to A Black Civilisation Lowie writes;
"Whatever anatomical peculiarities might be ascribed to the 
Australian he was recognised as an unexceptionable member of 
Homo Sapiens; in other words, as incomparably closer to the 
Caucasian race than to any known extinct species . . , What 
particularly strikes the imagination of scholars, however, was 
the seeming paradox of an extremely intricate social and 
ceremonial system that went hand in hand with technological 
deficiency. One could hardly wish for a better illustration of 
our present axiom that advancement is far from uniform, lagging 
behind in one direction while it forges ahead in another."34
Further on Warner himself writes:
"Unlike the kangaroo, the way man changes himself or nature is 
largely cultural, and it is usually that part of his societal 
life called technology or material culture which is primarily 
and directly responsible."35
Technology is identified in these formative writings as a prime 
moving force in human development. In contrast to industrial society 
primitive society is characterised as having a highly developed 
social system but a poorly developed technological one. Primitive 
society and the work group can then be seen to possess certain common 
characteristics. It is implicit in the arguments made in Management 
snd the Worker that the characteristic features of primitive society 
are analogous to those found in the social organisation of industrial 
workers, acting as a powerful force of worker resistance to 
technological change.
^Warner, W.Lloyd; A Black Civilisation: a Social Study of an 
Australian Tribe; Harper. London 1937, p.xvil
35ibid. p.150.
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For example, Roethlisberger and Dickson argue that, unlike the
managers and technologists who are committed to introducing technical
innovation, the industrial worker i3 bound through common interests
('sentiments'), custom and craftsmanship to the social group. The
informal social organisation of the work group is highly developed in
comparison to its technological organisation, basing itself on
customary traditions of craftsmanship rather than on logical notions
of efficiency.36 a connection can then be seen to exist between the
way in which primitive man was conceptualised, and the industrial
worker defined. At one point in Management and the Worker for
example, a comparison is made between the behaviour of closely-knit
groups, whether work group or tribe:
"A protective or defensive attitude surrounds many shop 
departments. It may be brought into play whenever the employees 
feel that their security is being threatened. Any person unknown 
to them who expresses more than a casual interest in their work 
or affairs is likely to be regarded with suspicion unless he 
takes pains to make clear to them just what he is doing and why. 
Even then, they may not believe him and may alter their work 
habits and behaviour in defense. This attitude has a parallel 
in the suspicion of the stranger manifested by many closely knit 
groups in modern and primitive societies."37
°ne the main findings of the Hawthorne experiments was that a
relationship existed between technology and social organisation,
Producing for the first time a sociological explanation for human
behaviour in the factory. For example, in Management and the Worker
is stated that:
"The two aspects into which an industrial plant can be roughly 
divided - the technical organization and the human organization 
- are Interrelated and Interdependent, The human organization 
Is constantly molding tsic) and re-creating the technical 
organization either to achieve more effectively the common
---------------------  ■ : ■ U2) op. G it . pp.53* -5 , 5^6*8 ,j6Roethlisberger and Dickson ( 9
56?-8.
37lbid, p,386.
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economic purpose or to secure more satisfaction for its members. 
Likewise, changes in the technical organization require an 
adaptation on the part of the human organization,"38
Further:
"These changes in technical organisation, of course, have 
consequences in terms of the social structure of a concern.
They frequently result in the social dislocation of individuals 
and groups and disrupt the interpersonal relations which tend to 
give these individuals and groups their feelings of security and 
integrity,"39
The Hawthorne experiments were then formative of later studies in 
industrial sociology in a number of ways, not least in terns of the
way the relationship between the production process and social
relations have been conceptualised. For example, moving on more than
thirty years, in the late 1960s Fox stated in a report to the Donovan 
Commission:
"The principal theme pursued here is the general one of why 
people behave as they do in industry. A number of research 
enquiries are brought forward to show that the way people behave 
- and therefore the pattern and temper of industrial relations - 
is considerably affected by the technology with which they work, 
the way their job is organised and related to others, and 
various other so-called "structural determinants". In other 
words, Industry requires not only machinery and tools, but also 
a social organisation, and the nature of this social 
organisation moulds the behaviour of the people within it," 1*0
It can then be suggested that the identification in the 1960s of
technology as a central factor influencing industrial attitudes and
behaviour restated a long-standing concern of industrial research.
Taking the influential Affluent Worker as a further illustration
°f this point, it can be seen that although the researchers are able
to use relatively sophisticated attitude surveys, their formulation
bhe problem is similar to that expressed In Management and the
38Ibld, P.553. 
39ibid. P.579,
^ x ,  Alan: Industrial Sociology...
Scovati Commission Research Paper 3, H.M.S.Q. London 19 *>, P*
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Worker, as the following passage illustrates:
"In other words it is argued that in seeking to understand 
social relations on the shop floor, the type of productive 
technology which is in operation - the set of means chosen by 
the enterprise in order to achieve its business objectives - 
must be taken as an essential starting point. Any given form of 
technology has to be seen as imposing at a minimum certain 
constraints on the structure of work relationships and probably 
as focussing these into certain more or less specific patterns 
rather than others."H1
This similarity between the two texts continues despite explicit 
attempts by Goldthorpe et al. to counter the limitations of the 
’human relations’ school of industrial relations^ (with which the 
names of Elton Mayo and the Hawthorne experiments are integrally 
related). It can be suggested that one reason for this underlying 
theoretical continuity of texts which attempt to develop different 
approaches to the study of the industrial worker is that the conoept3 
and terms they employ are basically similar. In order to deal with 
this point the argument continues by considering the nature of the 
term "industrial behaviour", its history and the implications of its 
use. ;
^  The Concept of "Industrial Behaviour"
Turning to the ooncept of industrial society of which technology 
is °ue major facet, I wish to draw further attention to the fact 
^at the term "industrial behaviour" is used as if it were 
Se®antically and theoretically ahistorical. In analysing the term 
behaviour*, however, Edwin Ardener has put forward an argument which
Hi
Hi
Goldthorpe
ibid.
et al,{1968) op.cit. p.H4.
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provides a way of breaking down the concept of industrial behaviour .**3 
He shows that it was only in Victorian times that the term 
’behaviour' entered into scientific discourse. Originally 
'behaviour* arose from a fifteenth century usage, which referred to 
the self-imposed constraints upon human conduct in polite society. 
Ardener argues:
"Behaviour was marked therefore for its knowability in advance: 
an image or aspiration for the natural order. When in 1878 T. H. 
Huxley is talking of the ’behaviour of water', he is reducing to 
orderly terms the activities of a supremely unpredictable 
element. No doubt it was the continual use of 'behaviour' in 
contexts in which the activity was far from understood, that led 
to its association with 'activity in general', and even 
('behaviour problems') towards relatively violent activity."1*1*
Ardener then goes on to draw attention to a paradox: only a century
after its initial use in natural science,behaviour is offered as a
Quantifiable universal in the social sciences. Throughout its usage
the concept has however retained the essential component of
’constraint in action'; 'behaviour' has been seen as a rule-governed
activity, either as subject to rules already known, or to rules which
®ay be discovered. By tracing the history and semantic usages of the
Wor<* Ardener is able to show that certain assumptions underlie the
study of 'behaviour'. Behaviour is by definition activity which is
in ao0® way constrained, by rules of conduct in social life, and by
rules of chemical activity in scientific discourse. As indicated
ab°Ve* industrial behaviour is seen in a similar way as being 13*
113 — -— — *
Ardener, e ,: "Behaviour»: A social anthropological criticism';
th’152-1*; in: Heelas, Paul and Cantor, Martin (eds.)j Journal of
u^All^opologloal Society of Oxford; Vol.IV, no,3,
^haeioaa 1973.
lbid . PP.152-3.
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constrained by various factors within the workplace. Moreover, since
industrial behaviour is defined as being subject to rules which may
be known, it may therefore be possible to predict it.
For example, in 1964 Joan Woodward (later to become Professor of
Industrial Sociology at Imperial College, London) wrote in an article
in New Society entitled "Industrial Behaviour - Is there a Science?":
"If the variables on which industrial behaviour depends could be 
defined, we would have got a long way towards determining the 
conditions under which behaviour becomes standardized and 
predictable. Then the argument of whether industrial behaviour 
can be studied scientifically would be settled once and for all 
. . . Considerable progress ha3 been made towards such a 
definition."45
In her inaugural lecture Woodward explains how it would be possible
to develop both a typology of "control systems" as well as of
technology, emphasising that her aim is ultimately to construct a
typology of organisations and organisational behaviour. ^6 in another
study of organisational behaviour, by Sayles, the need to predict
and, by implication, control behaviour is emphasised:
"Such data [about work group behaviour] would hardly be 
meaningful unless it could be shown that we can predict which 
departments or work groups in a particular plant will exhibit 
these kinds of behaviour, without knowing the specific 
composition of the group, the qualities of the supervisor, or 
the state of union-management relations. We can 
such judgements with a fair degree of accuracy."
It can then be seen that the argument made by Ardener in analysing
the history of the term 'behaviour' is relevant to my own argument.
My aim has been to draw attention to the fact that certain key
concepts are generally used, unquestioningly, in orthodox
^Woodward, Joan: 'Industrial Behaviour - Is there a Science?',
PP.11-14; in: New Society 8 October 1964, p* 13*
^Woodward, J,: Behaviour in Organizations; Inaugural Lecture, 
Imperial College of Science and Technology, London 1970,
PP.118-20, 116-7.
^Sayles, Leonard R,: Behaviour of Industrial Work Groups:
Hnedlctlon and Control: John Wiley A Sons, London 1958,
PP.164-5.
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sociological writings about work. Common usage has obscured both the 
history of these terms and the concepts and assumptions which support 
them. Partly as a consequence there are, as I have shown, great 
similarities between studies of 'industrial behaviour’ carried out at 
different times with apparently different aims.
6) The Manchester Shop Floor Ethnographies
The argument now turns to the Manchester shop floor 
ethnographies in order to show the influence of the earlier American 
work upon research into work group behaviour in Britain.
In the 1950s five workshop studies were carried out at the 
University of Manchester, initiated by Max Gluckman. These studies 
have recently been discussed in detail by Sheila Cunnison »one of 
the researchers.^8 Three of the five studies were published in the 
1960s; Lupton's two ethnographies in On the Shop Floor**!? and 
Cunnison’s study of garment workers, Wages and Work Allocation.50 
Each of the five studies was concerned in different ways with 
Investigating the relationship between output norms and informal 
group social structure. The research was sponsored by the Department 
of Scientific and Industrial/Medical Research Joint Committee on 
Human Relations in Industry, and financed from Counterpart funds 
derived from United States Economic Aid.51 Cunnison points out that
ho
’°Cunnison, Sheila: 'The Manchester factory studies, the social 
context, bureaucratic organisation, sexual divisions and their 
influence on patterns of accommodation between workers and 
raanagement', pp.9*1-139, in Frankenberg, Ronald (ed.); Custom and 
Conflict in British Society; Manchester University Press, 
Manchester 1982. See especially pp.9*1-102.
^hupton (1963) op.cit.
■^Cunnison (1966) op.cit,
^Ubid, p.xili
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although the term 'restriction' was abandoned at Lupton's suggestion, 
the approach adopted was a social-psychological rather than a 
sociological one. Homans socio-psychological influence can be seen 
in the focus on small informal work groups and is explicitly 
acknowledged by the Manchester researchers. Homans (who had been a 
member of the research team at the Hawthorne works) was Visiting 
Professor at the University of Manchester from 1953—^» at Max 
Gluckman's invitation. Gunnison also notes that Gluckman's students 
were at this time already working in urban situations in Africa and 
Britain and that with Homan's assistance the Manchester Department of 
Social Anthropology extended its interest into the sociology of
industrial organisations.52
One of the most famous of the Hawthorne experiments known as 
the 'Bank Wiring Observation Room Study' (summarised above) was 
re-analysed by Homans in The Human Group, which was first published 
in England in 1951.53 Homans studied the human group because, he 
argued, it is the commonest of social units and therefore basic to 
the study of human behaviour.5*1 Homans believed that although human 
behaviour varied in different parts of the world, that "the 
relationship between the elements of behaviour may remain the same*'.55 
In Homans' view basic uniformities underlay superficial differences 
in the behaviour of human groups. In the preface to The Human Group 
Homans acknowledged an intellectual debt to Elton Mayo and to the 
biochemist L.J. Henderson (whose influence upon Mayo is discussed by
•^Cunnison (1982) op.cit. pp.95-6.
-*3see 'The Bank Wiring Observation Room', ch. Ill, in; Homans, 
George c .  ( 1 9 5 1 )  op.cit.
54ibid. p.2.
5:>ibid. p.i|43.
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Rose56), in analysing the underlying uniformities of the factory work 
group, the Tikopian family, and an American Street gang, Homans drew 
heavily upon a scientific theory of behaviour. Homans attempted 
through re-analysis of other researchers* material to identify 
"elements of behaviour" which could provide concepts with which to 
work:
"Then we proposed to state, in terms of these concepts, 
relationships that the students of small groups had found to 
exist between their different kinds of observations. In this 
way the physicists make observations they call pressure and 
temperature."57
In common with the Hawthorne researchers, both Homans and the
researchers at Manchester University were particularly interested in
the factors which affected output, output being understood "as an
index of other characteristics of group behaviour".58 Cunnison
explained in the introduction to Wages and Work Allocation:
"From these sources [Management and the Worker. & The Human 
Group] the Manchester project inherited both a research problem 
and a particular way of looking at it or framework of analysis. 
The problem - the reasons for restriction of output - was 
essentially a social one: a practical problem whose solution was 
of interest to business administrators. The research aim was 
restated in more sociological terms as an investigation into the 
social factors affecting output and earnings. The framework of 
analysis was strongly influenced by social psychology and the 
sociology of small groups. We used the research technique of 
participant observation, working at the factory bench by day and 
writing up our observations in the evening. Thus we 
concentrated our attention on the work situation itself. In this 
respect the technique was similar to that used in the study of 
the Bank Wiring observation room. But there were important 
differences; the observer in the Bank Wiring Room did not take 
any part in production, and the room itself was set up 
especially for the investigation; moreover, in the earlier 
study, observations of the people in the work situation were 
supplemented by extensive unstructured interviews."59
56Rose (1981) op.oit.pp.115-7. 
57Homans (1951) op.cit. p.442.
58ibid. p51.
59
Cunnison (1966) op.cit. p.xv-xvi.
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Further differences emerged: Lupton's first study of workers in the 
garment trade produced findings which differed from those of other 
researchers who had studied restriction of output. Lupton found no 
norm of 'proper output' emerging from the group's internal 
organisation.60 Moreover workers exerted no collective controls over 
output and were strongly individualistic in their bargainings with 
management.61 Lupton's findings contrasted with those of several 
studies of collective controls amongst engineering workers. Lupton's 
next study of an engineering shop showed that workers did not conform 
to management expectations and exercised an effective form of work 
control.62 Nevertheless Lupton argued that in neither case did he 
observe the type of behaviour exhibited in the Bank Wiring Room 
study. Unlike the Bank Wiring Room men neither garment workers nor 
engineers formed cliques based on production organisation, membership 
of which was closely related to output,63
Motivated by Lupton's initial findings the third study, carried 
out by Cunnison, was of a specially selected group of garment 
workers. Though working in the same industry as the first group 
studied by Lupton, Cunnison's group worked under a different method 
of production. This difference offered the possibility of making 
comparisons between workers in the same industry. Both Lupton and 
Cunnison were interested in the effects of what they termed "external 
factors" and "Internal factors" upon workshop behaviour. They
60Lupton (1956) op.cit. p.57* 
^1Lupton (1963) op.cit.fp^92. 
62ibid. p.182.
63lbid. p.188.
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discuss this approach in a joint paper written in 1 9 5 7 . Attempts 
were made to explain the radically different behaviour of garment 
workers and engineers by reference to external factors such as 
"differences in degrees of competition in the two industries, the 
proportions of labour cost to total cost, and the strength of trade 
unions in the workshops."65
Although the Manchester studies were heavily influenced by the 
earlier work in America, as illustrated by Cunnison's remarks quoted 
above, they differed in a number of important ways. Unlike the 
Hawthorne experiments which had all been conducted in special rooms, 
the Manchester researchers went on to the shop floor and worked as 
members of the work groups they were studying. This was an important 
development in workshop ethnography. The research was not confined 
to a single factory but to workers within different industries. This 
enabled comparisons to be made which could serve as a means to 
explain the diversity in patterns of workshop behaviour which emerged 
as the studies progressed. While acknowledging a debt to the earlier 
American Studies of output restriction, these later British shop 
floor ethnographies brought to light material which questioned 
accepted assumptions. Moreover the Manchester studies took account 
of the existence of a conflict of interests between workers and 
managers, which as Emmett and Morgan have emphasised were at odds 
with Mayo's notion of the essential harmony of worker-manager
^Lupton, Tom and Cunnison, S1$/la: 'Workshop Behaviour', pp. 103-27; 
in: Gluckman, Max (ed.): Closed Systems and Open Minds: the Limits 
of Naivety in Social Anthropology; Oliver and Boyd, Edinburgh and 
London 1964. It should be noted however that in her book Cunnison 
argues that the distinction between external and internal systems or 
factors is unneccessary -Cunnison (1966) op.cit.xxv.
^Lupton and Cunnison (1964) op.cit, pp.103-4.
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interests. 66 Homans’ theories of ’external systems' and 'internal 
systems' were also criticised a3 was Lloyd Warner's attempt to focus 
on the community at the expense of the factory in his 'Yankee City' 
studies. Nevertheless Lupton and Cunnison state that Warner's 
approach was of much more help than that of Homans.67 Following 
Gluckman the Manchester shop floor studies stressed the complexity 
and significance of conflict in social life.
In her study Wilson explicitly attempted to break away from 
traditional closed factory systems and small group behaviour, 
although she admits to having had difficulty examining her data in 
terms of the project's guiding research problem. 68 Nevertheless, 
despite these difficulties, Wilson developed an argument which 
anticipated by more than two decades the type of questions being 
asked today within industrial sociology about women workers, Wilson 
argued that, rather than explaining differences in attitudes to 
management goals between two of the groups studied in the Hawthorne 
experiments in terms of the relationship between informal and formal 
factory organisation, it was neccessary to look at the different sex, 
class, occupational and social roles of those concerned.69 in a 
similar way to Cunnison, Wilson approached the people she studied in 
much broader, more complex terms than in conventional studies of 
output restriction.
6^Emmett, Isabel and Morgan, 'Max Gluckman and the Manchester
shop-floor ethnographies', pp.1 MO-65, in: Frankenberg (ed.) (1982) 
°P.clt. p.140.
^Lupton and Cunnison (1964) op.cit.pp,105-7.
^Wilson (1963) op.cit. p.iii.
69ibid. p.28.
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In a recent reappraisal of these ethnographies Emmett and Morgan 
draw attention to the fact that the work of Lupton and Cunnison has 
been "virtually ignored" by later industrial sociologists because, 
they suggest, their studies had become associated with what is now 
seen as "bourgeois or managerial sociology".70 Emmett and Morgan also 
argue that the type of academic ethnography employed in the 
nineteen-fifties now represents a sociological tradition which has 
become unpopular with later writers.71 Comparing the Manchester 
ethnographies with more recent studies of work, Emmett and Morgan 
comment:
"To look at, say, Working for Ford after reading the Manchester 
studies is to experience something of a culture shock. In part 
the shock is stylistic. Beynon scorns conventional sentence 
structures and his own style merges with that of his quoted 
informants. Academic conventions are also scorned. (There are 
no statements of hypotheses or problems, no genuflections in the 
direction of Weber, Durkheim, Merton, or Gouldner),"72
Emmett and Morgan see this development as a "sharp and deliberate
break with the sociological traditions."73 Comments such as this draw
attention to the existence of a gap between recent accounts of
working class life which seek to understand as Emmett and Morgan see
it "the raw experience of work", and the more conventional Manchester
shop floor ethnographies.71*
7oEmraett and Morgan (1982) op.eit. p.158. 
7libid. pp.158-60.
72ibid. p.158.
73ibid.
7**ibid, p. 160.
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7) Conclusion
It has not been an easy task to place this present research in 
relation to what Burawoy has described as the "turbulent history" of 
the anthropology of industrial work, and I am conscious of the many 
limitations of this argument.75 However almost a quarter of a century 
has elapsed since the Manchester ethnographies, and in that time 
there have been many developments both in womens' studies and in 
industrial sociology. These developments have raised new questions 
and given rise to different approaches to the study of work. As Hill 
has recently argued, for example, informal groupings of workers which 
are not solely determined by the production technology are found in 
many factories.76 Montgomery's social history of job control in 
America has also shown that industrial workers are very creative when 
it comes to exerting control over their work situation.77 Thompson 
has also drawn attention to the fact that discussion of the 
relationship between technology and social organisation has not, 
within traditional industrial sociology, taken account of the effects 
of ownership and control on social relations.78 while these various 
writers have made some extremely important points of criticism, 
nevertheless I am unaware of any discussions of the concepts which
^Burawoy, Michael; 'The Anthropology of Industrial Work',
PP.231-66; in: The Annual Review of Anthropology. Vol.8 1979, 
P.231.
^Hill, Stephen: Competition and Control at Work: the New 
Industrial Sociology; Helnemann Educational Books, London 1981, 
P.88.
"^Montgomery, David: Workers' Control in America: Studies in the 
history of work, technology and labor struggles; Cambridge 
University Press, Cambridge 1980.
"^Thompson, Paul; The Nature of Work: an introduction to debates 
¿n the labour process; Macmillan, London 1933, p.21.
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underpin the notion of industrial behaviour. My aim is however quite 
different to that of Hill or Thompson, both of whom are concerned 
with debates within industrial sociology.
Moreover, such is the value of the Manchester ethnographies that 
it has been possible for me to draw on the work of Lupton and 
Cunnison in this study of pottery workers. Although I do not wish to 
overemphasise the similarities, it will be seen in a later chapter 
that the garment workers studied by Lupton and Cunnison share much in 
common with the potters, and that Lupton's engineers bear comparison 
with the paintresses.
By asking a question about the nature of the assumptions and
concepts underlying the term ’industrial behaviour' it has been
possible to look in a different way at a number of studies covering
over half a century, drawing out from this 'turbulent history' common
threads and assumptions. Commenting upon Ardener’s discussion of
"behaviour" (discussed above), Reynolds has argued that it has begun
". . .to pull back the heavy door of language that shuts off, 
for most of us, the unknown events behind our conventional 
categories and structures of thought."79
An attempt has been made here, in a small and modest way, to seek out
by questioning accepted categories, the unknown and usually
unrecognised events behind the study of industrial behaviour. In
doing so I hope to have begun to open the door a little more widely
upon the world of work, factory and family.
^Reynolds, Vernon; The Biology of Human Action; W.H. Ferguson, 
Oxford 1980, p.253.
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CHAPTER FOUR
Sexual Division and Social Differentiation Amongst Potters 
1) Introduction
The specifio aim of this chapter is to set about constructing a 
detailed descriptive account of the working life of one shop, the 
first floor casting shop (see Plate M), The aim is to provide 
material of a detailed kind about the workforce, the production 
process, and the social organisation of the workshop. While the 
intention is to allow this material to stand in its own right as an 
ethnographic account of life on the shop floor, this description is 
also intended to serve as a source for a more general understanding 
of work, skill and social relations in the pottery Industry.
More generally the material presented here serves as a basis 
from which to approach recent writings about job control and the 
sexual division of labour which are of direct relevance to our 
present concerns. Contemporary ethnographic accounts of the work 
group of the detailed observational kind carried out by Cunnlson and 
others of the Manchester school (discussed in the previous chapter), 
are now rare in the literature. Despite this, many innovatory and 
compelling accounts of work of a more literary kind have been written 
recently, Beynon’a Working for Ford, echoes of which can be detected 
in later feminist writings, brilliantly documents the pressures and 
Pace of work in a modern car plant.1 2! In a similar way, Cavendish’s 
Kgmen on the line describes the author’s own oppressive experience of 
factory life.2 in Working Terkel presents with a journalist’s flair
1Beynon (1975) op. cit.
2
Cavendish, Ruth: Women on the Line; Routledge and Kegan Paul,
London 1982.
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accounts of work gathered by interview from Americans in many widely 
different occupations.3 Herzog has written about her experiences of 
factory work in West Germany and of the exhausting pressures 
undergone by women pieceworkers.1* Haraszti has written a similar 
account of his time a3 a pieceworker in a Hungarian factory, painting 
a grim and harrowing picture of his working life.5 in All Day,
Every Day Westwood looks through a feminist's eye at the lives, 
expectations and work experiences of women workers in the British 
hosiery industry. 6
As Dex has noted,7 in recent years British feminists, prompted 
by Braverman's controversial account of 'de-skilling' ,8 have begun 
studies of work which are concerned specifically with questions of 
skill and with the way women's work comes to be classified a3 less 
skilled, and hence less well-paid than similar work carried out by 
men. 9
Studies carried out by feminists have been invaluable in 
injecting new life into the study of work and family, emphasising the 
relationship between woman's role as wife and mother and her lowly
^Terkel, Studss Working: People talk about what they do all day 
and how they feel about what they do; Penguin, Harmondsworth 
1985 (first published 1974).
^Herzog, Marianne: From Hand to Mouth: Women and Piecework;
Penguin, Harmondsworth 1980,
•*Haraszti, Miklos: A Worker in a Worker's State: Piece-Rates in 
Hungary: Penguin, Harmondsworth 1977.
^Westwood, Sallie: All Day, Every Day; Factory and Family in the 
Making of Womens' Lives; Pluto Press, London 1984,
^Dex, Shirley: The Sexual Division of Work: Conceptual 
¿evolutions In the Social Soiences; Harvester Press, Brighton 
1985, p.100.
Q
Braverman, Harry; Labor and Monopoly Capital; Monthly Review 
pr*ess, London 1974.
Q
These studies are discussed by Dex (1985) op. cit, pp,99-104.
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status in the workplace. The studies of Westwood, Wajcman, Pollert 
and Hunt all proceed on the assumption that the paid work women do 
outside the home cannot be considered independently from the unpaid 
domestic work carried out within it.10 In a rhetorical fashion 
Wajcman states for example,
"Why should it be women who necessarily occupy a particular 
[unskilled] place within the reserve army or the secondary 
labour market? I shall argue that the answer lies in the power 
of men over women. This "patriarchal" power finds expression in 
public organisations and the workplace, but has its roots in the 
home." 11
In an account which focusses on the home and family Hunt begins by
drawing attention to the long-established existence of patriarchy,
which pre-dates capitalism, under which it takes a specific form,
"privatising" women in the domestic sphere:
"Those who approach history from a feminist standpoint have 
stressed that patriarchy, in a variety of forms, has 
characterised human society for thousands of years. What marks 
out capitalism is not the subjugation of women as such, since 
this pre-dates capitalism, but the privatisation of domestic 
labour and the exclusion of women from social labour, which 
serves to reproduce the subjection of women in a specifically 
capitalist form. "12
This emphasis on patriarchy has had positive effects. It has given 
feminist writers a theoretical position from which to challenge the 
received sociological wisdom,13 has questioned and re-worked classio
10See: Westwood (1984) op.cit.;
Wajcman, Judy: Women in Control: Dilemmas of a Workers1 
Co-operative: Open University Press, Milton Keynes 1983;
Pollert, Anna: Girls, Wives, Factory Lives; Macmillan, London 
1981;
Hunt, Pauline: Gender and Class Consciousness; Macmillan, London “1983. ■—  —  ■ —  —  ~
11Wajcman (1983) op. cit. p.9.
1aHunt (1983) op. cit. p.1 .
^See for example Wajcman's discussion (1983 op.cit.) of 'Work and 
Family» chapter 1, especially pp. 1-5, where she reappraises 
Mrydal, Alva and Klein, Viola: Women's Two Roles; Home and Work: 
Poutledge and Kegan Paul, London 1956.
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marxism,14 has revealed weaknesses and oversights in industrial
sociology and economics,15 and within anthropology has deepened and
extended the field of interest. In the Introduction to Toward an
Anthropology of Women, Reiter argues:
"This book ha3 its roots in the women's movement. To explain 
and describe equality and inequality between the sexes, 
contemporary feminism has turned to anthropology with many 
questions in its search for a theory and a body of information. 
These questions are more than academic: the answers will keep 
feminists in the struggle against sexism in our own society."16
In their time, writing against a whole body and tradition of
male-orientated theories and research, such feminist writers have
beeen right to assert their theories in this way, and this has been
their strength. But certain limitations to this approach are now
evident. Wajcman has argued that the emphasis placed on sexual
differentiation has resulted in an "unfortunate tendency to treat
each sex as a homogeneous group".17 Wajcman further points out that
this has had an effect on the way in which men and women are studied.
Women's work situation is studied as if derivative of their family
situation; men, on the other hand, are studied primarily as workers,
^Much of this re-working has taken place around discussion of 
Frederick Engel's Origin of the Family. Private Property and the 
State first published in 1884 and the so-called 'domestic labour 
debate', See for example my own discussion of these debates in: 
Brown, Liz: 'The Family and Its Genealogies: a Discussion of 
Engels' 'Origin of the Family"; pp.5-34, in: M/F No.3> 1979»
See also: Brown, Beverley: 'The Natural and Social Division of 
Labour: Engels and the Domestic Labour Debate’; pp.25-47, in:
M/F No.3, 1978. For an overview of reoent developments see: 
v°gel, Lise: Marxism and the Oppression of Women: Toward__a 
Unitary Theory; Pluto Press, London 1983»
^See especially Dex (1985) op.cit.
16Reiter, Rayna R. (ed,): Toward an Anthropolgy of Women; Monthly 
Keview press, London 1975.
Wajcman (1983) op.cit. p.15.
17
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their work experiences being given priority.18 Within anthropology
similar criticisms have been made about the study of sexual
differentiation. La Fontaine ha3 argued for example:
"In part, the discussion of sexual differentiation has suffered 
from the attempt to redress what has been seen as a male bias in 
anthropology....",
and later:
"The study of sexual differentiation has often been confused 
with the study of women with the result that perceptions of the 
inferiority of women have coloured both discussions of the 
symbolism of sexual differentiation (only women are perceived as 
defined in ’biological’ terms) and the relationship between such 
symbolism and the allocation of social roles (all men are seen 
as dominating all women)."19
The point made by La Fontaine that only women are defined in
biological terms parallels Wajcman’s earlier observation that within
the sociology of work only women are seen in terms of gender.
Another consequence of the feminist focus on a specific issue - like
the sexual division of labour - is that other related forms of social
differentiation such as that of age tend to be overlooked. As La
Fontaine has further pointed out:
"Differentiation by age is not only a social mechanism which 
resembles sexual differentiation in the manner in which it is 
constructed, the two principles co-exist in all societies... 
However, the different theoretical perspectives with which the 
two principles have been analysed depend, in large part, on 
ignoring one in favour of the other."2^
The following discussion of one of the potters’ workshops will take
these various points into account and will consider the effect of age
and sex for social relations, skill and pay.
18ibid. ' '
^ L a  Fontaine, J. S. (ed.): Sex and Age a3 Principles of Social 
differentiation: A.S.A. Monograph 17, Academic Press, London 
1*78, p.6.
2°ibid. p.3. ■ ■ ■
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2) The First Floor Casting Shop and the Two Work Groups
Within It
Turning now to the pottery workers it will be shown that the 
co-existence of social differentiation along lines of age and sex 
introduces into work practices and male/female relationships 
contradictions and diversity. To the casual observer of the pottery 
industry it might appear that sexual differentiation both of work 
tasks and occupations is such that ’women’s work' is as a consequence 
always defined as low-skilled and low-paid. This would be to mistake 
appearance for reality. On the potbank age, experience and skill are 
interconnected, and under a piecework system earnings are not 
determined solely by sex or occupation. For example, a good steady 
paintress can match the earnings of a male caster or mouldmaker, and 
an experienced female sponger can earn more on piecework than a slow 
and inexperienced paintress. In a later chapter it will also be 
shown that the sexual segregation of the occupation of paintress has 
served as a strength. In this present chapter the ground will be 
prepared for these later arguments about piecework and sexual 
differentiation.
I now go on to describe the first floor casting shop and the two 
work groups within it. As well as describing the production process, 
attention is drawn to the work group and its importance within the 
shop. Following this earnings are discussed and in the second part 
this chapter categorisations of age and their different meanings 
ar>® dealt with, and it is shown that life-cycle changes underpin 
notions of skill and authority; work experience and life experience 
neinforce each other.
When I first toured the first floor casting shop as a visitor it 
aPpeared to me ’old-fashioned’, comfortable and lived-in, with an 
®arthy, damp smell of clay. There seemed about it nothing
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streamlined or modern. Even the greyish cast animal figures looked 
frozen in a past age. However, as I was to realise, this appearance 
was misleading. As we will see the labour process is highly 
organised and the flow of production efficient.
During the course of the research in the first floor casting 
shop the workforce experienced the pressures, anxieties and 
short-time working associated both with the "recession" and with the 
introduction of a new general manager. Some workers were moved to 
other shops or factories within the Doulton Group, while others left 
for personal reasons; one retired, and one was killed in a traffic 
accident one morning on the way to work. In addition the closure (as 
an economy measure) of two making shops introduced new workers into 
the shop. In 1981 two casting shops were closed down, management 
explaining this event as a response to the recession and to falling 
orders. This closure left seven other casting shops ranging in size 
of workforce from ten to twenty people.
In its general outlines the first floor casting shop does not 
differ in any major way from any of the other making shops which 
together form part of the making department or the "clay end". A 
limited range of ornamental figures is cast in the shop. The 
workforce is mixed, with a majority of women workers. The shop 
started its life as a small decorating shop, which was purpose-built 
ss a casting shop in the late 1940s under the direction of the new 
works manager. As explained in chapter two, a major expansion of 
Beswick took place after the war and in 1949 the first works manager 
was taken on. Before this Ewart Beswick had managed the small firm 
°n his own.
Diagram 1 below shows the layout and the flow of work in the 
flrst floor casting shop. The arrows show the way work flows from 
°n® operation to another, and from one worker to the next.
DOOR TO CHARACTER JUG CASTING SHOP
Figure 1: The First Floor Casting Shop, Showing Flow of Work 
Between Workers, March 1982 (not to scale)
It can be seen that from this point of view the workforce is
arranged into two different work groups, and that the relationship 
between the two male casters and the two spongers in the big figure 
unit is more direct than in the small figure unit (which at this time 
was all-female). The work flows directly from caster to sponger, and 
this is expressed in the way that Harry for example will refer to Ivy 
as "my sponger", or as "Ivy who sponges for me". The situation in 
the small figure unit is quite different.
The casters in the small figure unit do not cast "for a 
sponger", but for "the spongers", and in their turn the spongers do 
not sponge "for the casters" but "for the shop". No caster in this 
unit would ever refer to a sponger as "my sponger", to do so would be 
unthinkable and outside the bounds of their work relationship. Small 
figure unit casters only cast, then their work goes to the 
sticker-up. It is not "their" work because none of the figures are 
specifically theirs alone to cast. Unlike the big figure unit casters 
who cast figures which are specifically theirs (Ron casts the 
elephants, and Harry the cockerels, for example) the small figure 
unit casters share in common the small animal figures. Not only are 
the operations involved in making broken down into separate tasks in 
the small figure unit, but it is left to the four spongers to take 
boards of work from the stillage. It does not come directly to them 
from the caster. The spongers themselves have to divide the work up 
between them, and this is a source of constant arguments. ("S£<c c H
The differences between the "big" and "small" figure units can
produced by each of them. The male caster/stickers-up in the big 
figure unit produce a range of figures which includes the large 
hearth dogs (dalmatians, alsatians, labradors), the "Connoisseur
he further demonstrated by looking at the type of ornamental ware
Collection" of race horses (such as Red Rum, Nijinsky and The
Minstrel), a selection of cows, bulls and other small animals, and 
wild animal figures such as the elephant, tiger and leopard. Black 
Beauty horses and foals are also made here and, fairly recently, the 
new Thelwell horse and rider figures. In addition then to these 
medium and small figures the big figure unit casters also make pieces 
which are intended for the most expensive range of the market. These 
pieces are not "heavy" work like the large figures referred to above, 
but are more delicate and intricate, requiring (as for example in the 
case of the stag) the casting and sticking-up of several different 
sections. These very complex pieces require sticking-up skills 
bordering upon those of the figuremaker (who casts and sticks-up 
complex and intricate figures). Birds such as the leghorn cockerel 
and the bald eagle fall roughly in between the two categories, being 
fairly large and complicated pieces. Shetland, Exmoor, and New 
Forest Ponies, and medium-sized dalmatians are also made here.
In contrast the range of ornamental figures produced by the 
small figure unit is of a far more limited kind. All of the figures 
cast here are "small" (approximately four inches in height). This 
unit casts figures for both Be3wlck and for Royal Doulton. The 
Beatrix Potter figures have been a "bread and butter line" for 
Beswick for many years, as has been the "Bunnykins" range of nursery 
rabbits for Royal Doulton. Recently the Bunnykins range has been 
extended to include "Jogging Bunny" and "Rocket Bunny". At fairly 
regular intervals "new" Beatrix Potter figures are introduced, and 
this has the effect of artificially stimulating demand by creating 
the need for increased production to meet the requirements of the 
initial launch. In addition to these small animal figures from 
popular literature, small whisky flasks are cast here from time to 
time. While the small figure unit casts a small and standardised 
range of shapes with similar characteristics - suitable to be made on
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casting machines - the figures cast by the big figure unit are of 
greater complexity and cover a wider range of sizes. It is not then 
simply a matter of size, although this is an important consideration, 
but of the degree of variation in size, retail price, and complexity. 
Casting figures which differ in shape and size introduces greater 
complexity into the caster’s work, so that the work of the two units 
differs also in terms of the degree of actual skill required. For 
example, if for the moment only the casting process itself is 
considered, variation in size alone introduces "dwelling time" 
variations into the figures cast in the big figure unit. The caster 
has to take account of this unevenness and organise the cast 
accordingly. Small figure unit casters do not have to deal with this 
factor in the same way, as they cast more standardised shapes.
Size alone can also affect the piecework price of a particular 
figure. For example the hearth dogs, which stand some sixteen inches 
high, have a "good price" compared to the amount of work they involve 
For the caster. This is because the moulds in which they are made 
are big and quite heavy to lift. The work looks comparatively "heavy" 
From the point of view of work study and an allowance is made for 
this. An experienced caster can however (when not being timed) tip 
and empty the moulds in such a way that little physical effort is 
involved. For this reason hearth dogs have become, in the language of 
Piecework, "good work".
This leads to a differentiation of work along lines of sex, 
because nowadays it is only men who do "heavy" work. However in the 
Pottery industry "heavy work" also refers to the amount of time and 
work involved in a particular piece, as for example in the case of 
Figures with many different colours. This means that while male 
casters make complicated and/or "heavy" figures, women do not do so, 
because heavy work (in both making and decorating departments) is
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classified as men’s work. Brown has argued, correcting "naively 
physiological" explanations for sexual division that numerous 
ethnographic accounts show that women in many societies perform heavy 
physical labour.21 Women pottery workers are well aware of their 
history, and of the heavy and gruelling work carried out by their 
mothers, while at the same time believing that women are 
physiologically unsuited to the heavy physical work of lifting. They 
would agree with the male workers that it is not 'womens' work'. The 
older women workers to whom I talked'believed that the "change of 
life" (i.e. menopause) was hastened and brought on by heavy lifting. 
In one shop the strength of this feeling motivated the women to 'down 
tools' in a successfaul attempt to have the ware they carried on 
boards transferred to moveable trucks. They did not however tell 
management that this was their reason for going on strike. Although 
ethnographio and historical material shows that women have done heavy 
Physical work, this does not mean to say that women feel it 
appropriate to do so. As in the pottery industry, heavy work for 
women may be associated with bad working conditions in the past.
3) Sex, Skill and Pay
Differences in skill are expressed in terms of pay, and to a 
certain extent these differences support and reinforce the sexual 
differentiation of work. However the nature of piecework is such 
that there are considerable differences In pay even within specifio 
occupational groups.
'Brown, Judith K.: 'A Note on the Division of Labor by Sex' 
Pp.1073-8, in: American Anthropologist Vol.72, 1970 p.1075.
Harry Gough is the highest paid caster in the first floor 
casting shop, earning approximately £ 140-00 per week.22 Next in line 
is Nancy Ridgway, who can hold her wages steady at approximately 
£110-00 per week. Her 'system' (which is discussed below) enables 
her to even out the fluctuations in weekly pay which are 
characteristic of piecework. By contrast in a good week Angie, the 
young caster at the next machine, expects to earn £90-00. She has 
only been casting for a few years and does not have Nancy's 
experience, nor has she developed an efficient system of her own. 
While Angie is unable to earn as much as the more experienced and 
efficient Nancy, nevertheless she can match the earnings of male 
casters of her own age doing comparable work.
Like all other occupational groups spongers are also highly 
differentiated in terms of "fast" and "slow". In this particular 
shop the wages of spongers range from £65-00 to £90-00 per week. On 
the potbank the earnings of casters range from £80-00 to £160-00 per 
week. One of the highest-paid casters is a woman with many years 
experience, and one of the lowest-paid is a man in his late twenties. 
Earnings then do not conform to the pattern one would expect if 
sexual differentiation alone was the main determinant of pay. Within 
occupations earnings differ widely and it is this diversity of 
earnings which cautions against making generalisations based on 
average pay, as Sarsby does, 'for example.23 Economists Gregory and 
Smyth have argued that 'the average' is in many instances a 
misleading measure, basing their analysis of the distribution of
Figures given are gross earnings for a 39 hour week in April 
1984, and were obtained during the course of conversations with 
the workers themselves, and from one of the work study engineers 
at Beswick,
^Sarsby, Jackie (1985) op.cit, pp.67-9.
earnings in the pottery industry on the New Earnings Survey carried 
out in 1970 by the Department of Employment and Productivity, which 
attempted a detailed analysis of industrial earnings.24 This data 
shows that "full time female pottery workers, from the lowest to the 
highest paid categories, acheived comparably better gross hourly 
earnings than the ’norm’ for all manufacturing industries". For men, 
the reverse is likely to be the case, as the earnings gap for male 
pottery workers is proportionally greater than for females.25 
Unfortunately I am aware of no contemporary evidence concerning the 
ranges of earnings within particular occupational groups, such a3 
caster or paintress, yet it is this differentiation of earnings which 
is such a notable feature of everyday life on the shop floor.
Discussing the pottery industry during the period 1880-1905 
Whipp makes the point that even within the same occupation wages 
varied a great deal, as a detailed survey in 1907 of seven pottery 
firms illustrated.26 por example, Whipp cites the case of two 
hollow-ware pressers working on the same potbank in adjacent shops 
whose wages differed by ten to fifteen shillings.27 At Beswick in 
1984 I knew two lithographers who sat in the same shop side-by-side 
doing similar work. One of these women had average piecework 
earnings of 127p per hour, and the other of 226p per hour. However 
this difference was not a cause of resentment between the women,
^Gregory and Smyth (1971) op.cit., p.32.
25ibid.
2^Whipp, Richard; '*The Stamp of Futility': the Staffordshire 
Potters 1880-1905' pp.114-50, in: Harrison, Royden and Zeitlin, 
Jonathan (eds.): Divisions of Labour: Skilled Workers and 
Technological Change in Nineteenth Century Britain; Harvester 
P^ess, Brighton 1985.
because the lower paid one knew that the other was far more 
experienced - "She’s already been here two years and had two years at 
Spode before that."
Complications arise because these pieceworkers earnings are 
determined in complex ways. As individuals these pieceworkers vary 
greatly in terms of pace, speed, stamina and experience. As a 
proportion of their earnings is directly related to their output this 
fact is of great significance. As later discussion will show these 
pieceworkers are not passive in relation to their work. It was my 
experience that although women workers generally accepted that heavy 
work was men’s work, this did not mean that they accepted a 
low-skilled, low-paid status. A female caster in her mid-twenties 
explained:
"If there’s two casters together - whether it be a woman and a 
man - that woman is not gonna accept no lower wage than the man. 
She’ll clock [i.e. observe] what he’s earning. She’ll add his 
wages up. Once you know your prices you can clock anybody’s 
wages. No way they’re gonna take any less."
Even in a situation where men and women do not cast comparable items
Piecework factors further complicate the picture:
"Hen do big work but smaller work can be good and men don’t get 
it. Like on Coalport [a potbank where she worked before] men do 
soup tureens, but takes a lot longer. In the time it takes him 
to do a dozen she could make a hundred mugs. One of the 
top-paid casters on Coalport was a woman [who earned] a hundred 
and twenty . . a hundred and fifty top line [gross] In 1931/82. 
[A woman] can produce a load of little stuff. It's rubbish that 
a man would get more money."23
As these comments illustrate even where work is differentiated into 
°sle/big, female/small, there are advantages to small work which 
Modify the differences between men's and women’s work. Further, at 
Esawick small work is not only done by women. Young men also do this
work.'
2 8  * • " — < " * — * " * * • * ' + " *  .
Interview with Mrs.M.Lovatt, April 1934
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One of the findings of this research of relevance to a 
discussion of equal pay for women is that the relationship between 
the sexual division of labour and pay is not straightforward. This 
is especially true when dealing with pieceworkers. Little of value 
to a knowledge of inequalities of pay and the conditions which give 
rise to them in the pottery industry can be derived from average 
earnings. In this respect the pottery industry is like a person who 
sits with one foot in a fire and the other in a freezer, of whom it 
could be said that "on average" they were comfortable.
*0 Age Categorisations and the Cycle of Work
When Nancy Ridgway talked to me about her working life she 
described it as "like a circle", encompassing birth, work and death. 
In her mind the work group of which she was the head continuously 
reproduced itself: as old workers retired and died, new ones were 
born and trained to take their place. Unlike today, where training 
is specialised and geared to one task only (such a3 casting Or 
sponging), the "Missis" on her movement up the skills oirole learned 
the whole range of tasks, starting with the most lowly. Nancy 
Ridgeway trained two of her sisters, she being the eldest. In 
another case where relatives worked together at Beswick, their family 
relationship formed the basis for the organisation of their work 
Snoup. Before she married, one woman had worked with her sister as 
the caster/sticker-up, her younger sister sponging "for her".
However when she married she trained her husband who then took on the 
Job of casting, while she did the job of the sticker-up, so retaining 
her more skilled status in relation to her younger sister.
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Whipp has shown that in the potteries the sub-employment system 
(based on family employment) was common. The work group was often 
organised around the makers or journeymen.29 Even where subject to 
the authority of the manager, the work group retained a certain 
independence within the shop. Each virtually independent work group 
was the responsibility of the fully-qualified potter who trained and 
disciplined the young ones. Within the work group tasks were clearly 
subdivided - as in the first floor casting shop - but unlike today 
each worker learned each of them in turn. The customary work group 
was organised around differences in age, authority and skill. The 
head of the work group would use familial forms of discipline, like a 
smack, to keep the younger ones in line, even if they were not 
related. The family then served as a model for the work group.
As a school-leaver the young potter started at the lowest level 
of pay, skill and status, moving "up a peg" every year or so. In 
theory a "training" or "apprenticeship" lasted for seven years, from 
fourteen until twenty-one, but relied upon a sufficient supply of 
vacant benches and of orders, Burchill and Ross point out that in 
the early days apprenticeships lasted seven years and were the 
required training of a journeyman potter.30 older potters often 
recall the time when on their twenty-first birthday they went "in 
fear and trembling" to the bosses’ office to see if there was still a 
Job for them. As an idealised vision of the past this system i3 
still present in the minds of older potters.
Young workers coming into the industry now have a very different 
experience from that of their older colleagues. The work group has 
°o formal training function as it once did, and within a few months
29Whipp (1985) op.eit. pp.126-7.
^Burohlll and Ross (1977) op.cit. p.U.
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young potters are put on their own bench. This sometimes leads to 
resentment: I have heard some older potters complain about the low 
standard of work of the young ones. Amongst the pottery workers I 
met distinctions were still made between "girls" and "women", and 
between "lads" and "men". At one time a "lad" was the term used for 
a boy's first job on a potbank. It was traditional for future 
managers to start off in this way, as we have seen.
Writing of a cigarette factory, Pollert has also drawn attention 
to the importance of age classification for social relations. On the 
factory she studied, Pollert says that the older women exhibited an 
aggressive wit and were more confident, particularly in their 
dealings with managers, than were the young girls; maturity, and with 
it marriage, brought status and respect.3V
The following table shows the age distribution of the workers in 
the first floor casting shop:
Table 2: Age Distribution of Workers in the First Floor Casting 
Shop (March 1982)
Name M i
Nancy 59
Sheila 58
Doris 5T
Nora 56
Irene 55
Joyce 55
Ron 53
Harry i|8
Ann 40
Ivy 39
Sue 36
Stanley 22
Angie 22
More than half of the shop's workforce are over fifty years of age, 
ai*d started work in the pottery industry at a time when a customary 
training in a work group was common, Although these age differences
 ^■ Pollert ■ (1981) .op,, cit. pp. 152-3.
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do not lead to major schisms in the workshop, they do mean that the 
prevailing custom and practice emanates from the older workers who 
are also the longest-serving employees. These workers feel, not 
unnaturally, that the young ones are neither taught nor understand 
the proper way to work. At a personal level this sometimes leads to 
situations like that between the two female machine casters aged 59 
and 22 who do not speak to each other, mainly because the older woman 
feels her workmate "doesn't want to learn".
Examining age and experience amongst garment workers, Cunnison 
makes an observation of relevance to the potters, as we will see.
The majority of the workforce which she studied were "old" i.e, over 
MO, which meant that they shared experiences of hardships and job 
shortage in the trade which strengthened the bonds between them. 
However, set against this and feeding off the same shared work 
experience there was "a fierce individualism where they struggled 
against one another for jobs and for a fair share of what work there 
was".32 jn the pottery industry, because of the changes in production 
and training described above, and also because of great Improvements 
in working conditions especially since the 1960s, there is a very 
real difference between the experiences of young and old.
The distinctions between old and young on the potbank can be 
further described by looking at ways of speaking. In everyday 
conversation it appears to the casual observer that the term "duck" 
ia part of common usage, used alike by everyone. This is not in fact 
so. There are numerous instances where "duck" is not used: when a 
child addresses an adult, a "lad" addresses a man, or a girl 
addresses a woman. School children do not refer to teachers as 
"duck", and neither would a potter refer to the managing director of
22 ‘ ......
Cunnison (1966) op.cit. p.73* For a discussion of age and the
w°rk group, see also pp.178-81.
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the potbank in this familiar way. I did not hear Harry Gough address 
his sponger as "duck" nor did I ever hear Ivy refer to him as such. 
Older women generally refer to younger ones as "duck", even if they 
do not know them very well. Adults address all children, and 
sometimes also household pets, in this way. A father uses "duck" 
when talking to his young son or daughter, but not until they are 
mature do they use this term to their father. I have often heard 
married daughters using "duck" in a sisterly way to their mothers, 
and occasionally men addressing their close male kin as "duck". I 
noted that personnel managers tended to use the term as a matter of 
course when talking to shop floor workers, although female managers 
did not as a rule refer to male workers thus. Older women sometimes 
used the term when talking to young assistant managers and, very 
occasionally, to department managers. In the latter case this 
familiar usage served to make public a particularly close 
relationship between manager and worker.
5) Group Loyalty and Sources of Division
"The main social categorisations by age and sex, contributed in 
fact to overall solidarity rather than division. In Montaillou, 
the domination by adult males did not provoke rebellion either 
among the women or among the young people. It was accepted and, 
as far as possible, shared with fairly good grace.
The real sources of division were the various village 
clans, divided one against the other . . .  "33
As in Montaillou the main sources of division on the potbank are not
those arising from sex or age. As we will see the main divisions are
between paintresses and potters. However, within the clay end
competing loyalties to work group, shop, friends and kin do arise.
It was my impression that in the clay end work group loyalties were
JLadurie, Emmanuel Le Roy; Montaillou; Cathars and Catholics in 
¿-French Village 1294-132^; Penguin, Harmondsworth p,266 
(translated from the French in 1978).
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very strong, on occasion overriding even those of family and kinship. 
For example, one woman, who had been to visit a relative in another 
shop, went back to her own work group and told them that her relative 
had plenty of work, at a time when work was in short supply. This 
caused an argument between the two shops.
Workers in particular work groups are also perceived as sharing 
common characteristics: the members of one work group were known for 
example as "scrawmers", a derogatory term used for workers who think 
about nothing else but work. Another shop was known a3 a "funny 
lot", who were unfriendly to other workers who entered their shop. 
These commonly held beliefs seem to express the strength of work 
group loyalty. Work groups, like family groups, develop particular 
reputations. This is also the case in the painting shops where 
loyalty to a particular work group or work bench of women increases 
the sense of belonging to a specific group on the potbank.
Friendships between women whose skill and pay differ serve as a basis 
for workshop alliances. Friendships sometimes arise between fast and 
alow workers, the former helping her friend to fill in her wage 
sheet, for example. To show someone your worksheet is a sign of 
friendship and trust, so in itself this is a public expression of the 
strength of the bond between the two workers. Occasionally 
friendships arise between young and old, the older woman taking the 
younger ’under her wing’ in a motherly way. Older women advise their 
younger friends about men, marriage and motherhood, using their own 
experience as a guide. Female friends who do not live in the same 
area and do not have a telephone find time to chat in the morning 
before work starts, during breakfast breaks, and for a few minutes in 
the evening while they wait to clock off. Two women, Joyce and Ivy 
from the big figure unit, who had little in common in terms of 
Peligion and social life became firm friends at work. It was also my
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experience that in the first floor casting shop, although women 
rarely visited each other at home, or went out together in the 
evening, someone from the shop would visit a woman if she was away 
ill.
As another example, East Vale was once notorious as the poorest 
area of Longton. Nevertheless women who had once lived in that 
community have found this shared background a basis for friendship, 
even though East Vale had been demolished some years ago. For 
example Ann the sticker-up had played as a child with Irene's younger 
brother in East Vale. Using this childhood friendship as a basis,
Ann introduced herself to Irene, establishing a new friendship at 
work. Ann also knew a woman in the next shop from East Vale and saw 
her occassionally for breakfast in the canteen. When Ann first 
started at Beswick after being made redundant from another potbank, 
her childhood East Vale connections then served to establish a small 
network of friends. Low-Beer has shown in his study of workers in 
Italy that childhood friendships have a continuing, special, 
importance in the mens' lives, the value placed upon them being in 
many cases "remarkable".34
Religion also serves to bind workers together. For example, 
Harry and Ron from the big figure unit are both Methodists, and 
worship together at the same ohapel. Both of them are heavily 
involved in their church, carrying out repairs in their spare time. 
They have worked together for over twenty-five years. Harry remarked 
me one day that he realised he had spent more time with Ron than 
with his wife. Although both men and their wives are teetotal, they 
would meet and go out together occasionally for a (non-alooholic) 
^rink. Religion also serves to reinforce distinctions of status and
34Low-Beer, J.R.: Protest and Participation; the New Working Class 
■^ S-Italy: Cambridge University Press, Cambridge 1973, pp.124-5,
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skill in the first floor casting shop, although these are seen as 
quite natural. For example, while Harry and Ron are Methodists six 
of the nine female workers are Catholics, two of them of recent Irish 
origin. We have already seen that the old Beswick bosses were 
Methodist, as are the majority of the managers. While those at 
Beswick say that they regard such differences of religion as having 
no significance, this was not borne out by my research. As we will 
see in discussion of the paintresses respectability is associated 
with Methodist standards, and as in the first floor casting shop the 
Methodists carry out the most skilled, high status jobs.
So in the clay end production is organised around the work 
group, as demonstrated in the first floor casting shop. Friendships 
and loyalties as well as disputes and arguments about work bind 
individuals to their work group. Over time workers become closely 
involved with each other, as they work together through good and bad 
times. The celebration of birthdays, engagements and weddings, as 
well as the sharing of grief over death and divorce, enoircle the 
work group in a web of shared memories and experiences, A3 potters 
establish themselves within a shop their bench expresses their sense 
of belonging. For example Irene has a nail by her bench on which she 
hangs her shopping bag. Her late husband, a labourer on the potbank 
whom she met here, put the nail there for her, and so it has a 
special significance, The overlooker helps her daughter financially 
hy "doing the Avon catalogue for her";35 her bench is decorated with 
Avon calendars, Harry has his own pipe rack and a hook on which to 
hang his father’s watch, to which he refers constantly while working. 
One day Harry said to me as he took a pipe from his rack and sat at
That is, she acts an agent for Avon cosmetics on the factory,35
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his bench, "I was thinking the other day, I love this place." As we 
will see in a later chapter, ties of family and kin intensify this 
sense of belonging to the potbank even further.
6) Conclusion
In this chapter sexual differentiation has been seen as one of a 
number of forms of social differentiation in the clay end. It has 
been shown that while the sexual division of labour has effects for 
the way work is allocated and categorised, contradictions are 
introduced in a number of different ways. Age, experience and 
piecework skill have all been seen to affect the workers' status and 
their earnings. Apart from individual differences which arise from 
the nature of piecework there i3 also the question of resistance to 
take into account, when considering the position of women workers.
It has been shown that women do not passively accept inequalities in 
work. The following chapter deals in more detail with the way 
workers construct their working day. The points developed here 
suggest that an understanding of womens' position in the workforce 
can only be gained by taking account of the intricacies of working 
life and that the sexual division of labour, while important, is not 
determinant of social relations in the workplace.
Having outlined some main forms of differentiation discussion 
went on to consider the nature of workplace alliances and loyalties. 
It was seen that such loyalties were founded on amongst other things 
identity with the wor^&roup, shared religion, friendship, and social 
background. Loyalties arising outside work have effects for social 
r®lations within it, as Gunnison's workshop study of garment workers 
(amongst whom the differentiation was more clearly defined) has also
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shown.36 For example, on the potbank status and skill is associated 
with religion. The most skilled jobs including those of manager are 
carried out by Methodists and non-Catholics.
I want now to look in more detail at work itself, and at 
piecework. We have seen that in each shop there is a hierarchy of 
skills and that workers vary in speed, status, and pay. In the next 
chapter these dimensions of work are discussed in detail as we look 
more directly at the work people do and at the individual strategies 
and routines they construct.
36cunnison (1966) op.oit. pp,167-73.
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CHAPTER FIVE
Piecework, Work Systems and Definitions of Skill: a discussion based 
on four ethnographic accounts of work
1) Introduction
The previous chapter focussed on one particular workshop, 
dealing both with some theoretical arguments about sexual division, 
and also presenting material about workshop organisation, A detailed 
discussion of work is missing so far from this account. During the 
course of studying the pottery workers I became quite naturally 
interested in their work and in lt3 meanings for them. There are 
many studies of workers’ attitudes to their work,^ and also many 
different accounts of the experience of work for men and for women, 
as discussed in the previous chapter. The accounts which follow are 
rather different in that they were constructed by sitting with the 
individual workers for many hours, observing and noting both their 
detailed actions and their own explanations and descriptions of what 
they were doing, and why.
The following four ethnographies set out to describe in detail 
the various tasks, calculations and conditions which compose the 
working day. This section examines the work group more closely and 
focusses upon four individual workers - Nancy and Ann from the small 
figure unit, and Harry and Ivy from the big figure unit.
Ethnographic description is used here to convey a sense of the 
rhythm, pace and pressures of piecework, and of the way each worker *
*See for example: Goldthorpe et al, (1968) op.cit.; and, for an 
innovative use of attitude survey material, see: Low-Beer (1978) 
°P.oit.
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creates their own system of working, some more successfully than 
others. These accounts are used as apt illustration of four separate 
jobs. Each job involves the performance of different tasks, and each 
worker has a different sense of mastery over their work. This sense 
of mastery is not confined to the pottery workers. In her study of a 
Siberian collective farm, Humphrey has shown that before 
collectivisation Mongols and Buryats valued highly their mastery over 
the production process. It is their view that the person should 
govern their work rather than being governed by it, and that labour 
is creative, something to be freely and consciously engaged In, 
Humphrey argues that under the present system of collectivisation it 
is precisely this sense of mastery which is being removed,2 in the 
first two ethnographies which follow, it will be seen that both 
workers have a sense of mastery over their work and, as with the 
Buryats, value it highly. However, it appeared to me that the 
individualism of many pottery workers also expressed this sense of 
mastery and control, while the term "scrawnier11 which is used in a 
derogatory way to refer to someone who is a slave to work, gives 
collective expression to the value placed by these workers upon their 
independence. Nevertheless, as we will see, not all workers manage 
to deal with their work in this way. Across the range of jobs 
considered here, skill, status and hours of work also vary. These 
variations arise in part from individual differences between 
pieceworkers, but also from the possibilities offered by a particular 
job. '
p
^Humphrey, Caroline: Karl Marx Collective: Economy, society and 
Religion in a Siberian Collective Farm; Cambridge University 
P^ess, Cambridge 1983, pp.258-9*
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One of the difficulties encountered in observing and talking to 
the pottery workers as they were working was ’seeing* exactly what 
they were doing. This also made it difficult for me to time 
individual tasks, because at first I was unable to distinguish them 
within the flow of work. After a time I began to understand what 
potters meant when referring to "good" and "bad" work, and was able 
to distinguish between "fast" and "slow" workers, even though the 
"fast" worker may have appeared to be moving more slowly.3 Despite 
this understanding, the particular systems which the potters used to 
organise their day, their individual job routines and work 
strategies, still evaded my observation. The underlying features of 
the potters’ work, their personal relationship to the clay they 
handled, to their work bench and the timeclock, were no more than 
passing images; a weary glance at the clock; effortless fingers 
handling a fettling knife; a bonnet skilfully attached to a rabbit’3 
head; serried row upon row of rabbits on a previously empty board.
It was for these reasons that, after being on the potbank for almost 
a year and becoming familiar with their work, I sat with the potters 
and with their patient assistance constructed these four accounts. 
Only when completed and set out did it become possible to observe the 
Potters’ individual work routines and to appreciate how smoothly one 
task followed another, I could then see how piecework pence mounted 
slowly into pounds, and how In each potter’s head there ticks a 
Piecework olook by which their day is paced and organised. The 
ethnographio accounts display the potters’ systems and the type of 
Pressures under which they work more clearly than any narrative 
description or Interview, It is for this reason that they are 
included here. As well as contributing to a growing body of
^These terms are explained in detail below.
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literature on the sociological meanings, routines and experience of 
work, as best exemplified by the various papers in the Social 
Anthropology of Work, by Pahl's recent study of the Isle of Sheppey, 
and by the collection of essays edited by Littler, these 
ethnographies also bring out the meaning of piecework for these four 
potters.4
2) Piecework
Before moving on to the ethnographies some important aspeots of 
piecework will be outlined. Under piecework all or part of a day's 
pay is related to the quantity of pieces produced.5 There are many 
different types of payment system which incorporate piecework. These 
particular pottery workers are paid on a 'base and bonus' system.
This means that a proportion of their pay is made up of piecework 
earnings directly related to their individual output, and the 
remainder from an hourly rate and the bonus. Partly for historical 
reasons there are many different types of piecework system in 
operation at Beswick. There are three payment systems, for example, 
in the first floor casting shop, although the details are not 
relevant to the present discussion.
So pieceworkers work not only to make products but also to make 
their piecework earnings. This defining feature of piecework Is 
given linguistic expression on the shop floor in the phrase "to make 
your money". In a slightly different way potters will say "I can't
^Wallman, Sandra (ed.): Social Anthropology of Work; A.S.A.
Monograph 19, Academio Press, London 1979“;
pahl, R.E.: Divisions of Labour; Basil Blackwell, Oxford 1984;
Littler, Craig R. (ed.)s The Experience of Work; Gower/OUP,
Hampshire 1985.
5aee Brown. W . t Piecework Bargaining; London, Helnemann 1973 for a 
discussion of the problems involved in measuring effort. See 
specially page 4.
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make my money on this" if the price of a particular piece is low,
relative to roughly similar work. In a piecework system every type
of item produced is given a piece-rate price, which is paid to the
worker for each one produced. Workers refer to it a3 the "price".
Prices are calculated by time and motion study, and the final price
usually, though not always, negotiated between a workers' pricing
committee and management. When referring to their training potters
say that "they went on piecework" as soon as they were fast enough
"to make their money". The term then has a range of meanings which
express the related elements of personal responsibility and
self-direction which are characteristic features of piecework. It is
this dimension of self-direction, of being able to exert a limited
control over the working day, which introduces conflicts and
contradictions into the discussion of piecework.
Autobiographical accounts of piecework such as A Worker in a
Worker's State (about piecework in Hungary) and Herzog's From Hand
to Mouth (about unskilled women factory workers in West Germany), to
take two accounts which exemplify this problem, emphasise the
isolated individual nature of piecework.6 Both writers use their
vivid descriptions of factory life as evidence against their
respective societies. Haraszti's descriptions of factory life are
Particularly eloquent and emotional. Reflecting upon the many
Pressures upon him in the factory Haraszti realises:
"Everyone is on his own. Alone he pursues a daily battle 
against machines and time. Defeat cannot be shared: how could 
we want a common success? The worker on piece-rates is 
accountable only to himself, for his successes or failures."7
^Haraszti (1977) op. cit.j Herzog (1980) op. cit.
7Haraszti (1977) op.cit. p.66.
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These particular writers are making political statements about what 
they see as the oppressive nature of work in their respective 
countries. They are referred to here because in the course of so 
doing they bring out the underlying features of piecework, 
emphasising as they do that pieceworkers have to take individual 
responsibility for their own output as they are under pressures of 
time and piece-rates. Nevertheless they should be read with some 
oaution as descriptive accounts, given their polemical intentions. 
Similar descriptions of piecework will however be familiar from works 
such as Saturday Night and Sunday Morning, a famous novel about 
working class life in Nottingham.8 The hero is a pieceworker at a 
local bicycle factory, for whom piecework is an enslaving routine.
For the Potteries there is Shaw’s autobiography When I was a Child, 
first published in 1903, which describes the hard working lives of 
potters at that time.9
Although potters are subject to the pressures of piecework, 
responding to its continuous promptings, nevertheless they are able 
to think out and take responsibility for the often complex 
organisation of their own working day. These arguments and the 
discussion which follows show that under certain conditions piecework 
enables the pieceworker to keep some hold upon their working day, 
blowing them within certain constraints to map out the boundaries of 
their own skill and to resist management interference in their work, 
Unlike Haraszti who was a machine-minder, these potters are, as Harry 
Gough explained it, "mid-way between assembly line workers and 
artists", producing a craft product on an industrial scale. This an 
important qualifying point,
Slliitoe, Alan; Saturday Night and Sunday Morning; W.H. Allen,
London 1958.
9shaw, Chariest When I was a Child; Caliban Books, London 1980,
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Industrial sociologists and psychologists have been aware of 
this element of self-direction amongst manual workers for a long 
time. For example, Jahoda asks the question "Can employment be 
humanised?",10 and notes:
"Shopfloor observations from the Hawthorne studies onwards have 
demonstrated how much ingenuity manual workers in traditional 
organisations invest in efforts at exercising personal control, 
and not only when the work-3tudy expert tries to fix rates for a 
job with stopwatch in hand. People on piecework have been 
observed working at full speed for a while in order to relax, 
have a smoke and generally take it easy afterwards."!1
An early time and motion study carried out in 1921 by the Industrial
Fatigue Board, which was critical of attempts to "speed up" work,
observed:
"In all these experiments no stimulus of any kind was given to 
the workers to increase their output. The principle in each 
case was to devise what was believed to be an easier way of 
doing the work and then to leave the matter in the workers*
hands."!2
Some of the older workers who had grown up and been trained in 
the traditions of work arising from subcontracting, spoke to me with 
great authority about the problems faced by the pottery industry 
during the recession. They were able to analyse where management 
had, in their opinion, "gone wrong", referring to products, prices 
and markets. Since the management structure had provided no route 
through which these views oould be taken into account, the potters* 
knowledge and experience expressed itself during this difficult time 
merely as resentment and hopelessness.
®Jahoda, Marie: Employment and Pnemployment: a social 
£syehologlcal analysis; Cambridge University Press, Cambridge 
!982, chapter 5.
11ibid, p.70.
.12 :
Farmer, E.: Time and Motion Study; Reports of the Industrial 
fatigue Board no.H*, HMSO London 1921.
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Control over working time is another expression of a worker’s 
skill and experience. To take one example from the first floor 
casting shop, Nancy Ridgway (a caster whose working day is detailed 
below) finishes casting at least twenty-five minutes before the final 
buzzer sounds at 4.23 p.m. This is her own time, as she makes clear 
as she takes off her overall, lights a cigarette and enjoys her last 
cup of tea of the day. Nancy has worked for this personal time and 
has organised it into her working day. Nancy's system is such that 
she has accounted for every minute, and has eliminated every 
non-productive action or task. The fact that she can finish early 
and is clearly seen to do so, is public evidence of her skill and the 
efficiency of her system, both to fellow workers and to her managers, 
In addition, Nancy has built flexibility into her working day. She 
has time to spare for rush orders and if she needs extra money for a 
holiday or for Christmas, she has time to use to increase her daily 
output.
For Nancy, skill and efficiency are synonymous. As a caster her 
skilled status in the shop is founded upon her ability not only to 
carry out the technical processes correctly - to cast to the proper 
thickness, for example - but also on the fact that she can manage the 
machine in such a way that she keeps the work group supplied with 
work. The stlckers-up and the spongers are dependent mainly upon her 
to supply them with plenty of work, whilst the shop's manager relies 
on her to organise the cast. As Moore has emphasised in his recent 
and innovative analysis, skill Involves both technical and social 
components.13 In relation to Nancy this means that her authority in 
the shop, the status which her workmates accord her, depends largely 
uPon her manual skills and organisational ability. The technical
 ^ — — — — —
JMoore, Charles? Skill and the English Working Class. 1870*1914; 
Croom Helm, London 1980.
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skills themselves require certain managerial and organisational 
abilities, in order to maintain the flow of work upon which all are 
dependent. It i3 instructive to note that although the first floor 
casting shop used to be run by a "Missis", it has not had a full-time 
supervisor since her retirement. Now Nancy and one of the key 
spongers manage the shop between them without formal supervision.
For the potters concerned each working day presents them with a 
new challenge, since they have to begin again each day to build up 
their output from nil. Any particular day is therefore in this sense 
representative of the general pattern of their working lives, 
although one day can differ quite markedly from another. For 
example, changes in the range and quantity of figures, in the 
temperature and humidity of the shop, and in the prices, all 
introduce differences into a working day which, to the outsider, 
appears similar to all the others. Nevertheless, by following a day 
through its series of tasks it becomes possible to see it as part of 
a cumulative process. Hours are not passed away at work as they are 
for non-pieceworkers, they are spent because each minute which passes 
witnesses an addition to the day's output and therefore to the week's 
piecework earnings.
Earnings themselves are determined in complex ways, many of 
which are beyond the scope of this thesis. Each occupational group 
has its own hourly rate laid down in the ceramic industry's Wages 
Structure, in which the minimum wage for a thirty-nine hour week for 
each group is set out. There is pressure on pieceworkers to "make 
their money" (i.e. the basic minimum wage for their occupational 
group) because otherwise their output drops below a profitable level. 
In such cases a verbal warning may be issued by management. After 
three verbal warnings a written warning of notice is given and after 
this "the sack". Officially pieceworkers who do not make the minimum
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wage have to be "made up", but in practice in certain cases this does 
not happen and management, with the informal backing of the union, do 
not "make up" the wages. The union’s explanation is that the workers 
are "pieceworkers" and therefore responsible for their own earnings. 
This does, however, take pressure off slow workers who are otherwise 
unable to "make their money". It is possible then for them to keep 
their jobs and to work at their own pace.
Individual factors need also to be considered when discussing 
earnings. One good steady paintress in the Beatrix Potter shop, for 
example, expected gross weekly piecework earnings in 1983 of £120-00, 
that is, excluding her hourly rate and bonus. In this particular 
case the paintress (who is now forty-two years old) had calculated 
that she would only be able to work for the next four years, because 
of her husband’s declining health after a mining accident. She had 
calculated what she needed to earn by taking into account her own 
speed, her own health and the financial requirements of her household 
for the rest of her life. From another worker’s personal wage book I 
was able to calculate that piecework earnings rose steadily before 
her wedding. One manager explained that piecework earnings generally 
also rose before holidays, before Christmas, and at other times of 
the year depending on an Individual’s household needs. On the 
potbank the penultimate week before the potters’ annual holiday is 
known a3 "bull week". During this week potters work harder than usual 
to make extra money for their holidays. Some workers with family 
responsibilities told me that they tried to keep their earnings as 
steady a3 possible from week to week. If a worker has had good work, 
making their money relatively easily one week, the supervisor will 
sometimes as a personal favour allow them not to book in all the work 
they have done. This means that they can start the next week with 
some earnings carried over, which in the event of a week of bad work
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will even out their piecework earnings. In the past there was a 
system known as "dead horse" (which Cunnison also came across in the 
garment trade) "Dead horse" was the mirror image of the 
arrangement just described, a pernicious form of money-lending under 
which the boss paid for work which had yet to be done, either to 
compensate for bad prices, for shortage of work, or for the potter 
having missed a day's work. If one bad week was followed by another, 
the pottery worker became increasingly in debt to the firm, 
vulnerable in the case of the boss suddenly calling in the loan and 
unable to move elsewhere. Shaw observed this system of payment which 
he calls an "old horse", describing it as a "pawnshop method of doing 
business".15 As far as I know the system is defunct.
The terms "good work" and "bad work" are part of the common 
verbal usage of shop floor life, and were also used by Cunnison's 
garment workers,16 "Good work" and "bad work" express the unevenness 
of piecework prices, and the marked differences which can arise 
between the price for one piece of work and another. Inequalities in 
Piece rates are not a recent problem, nor are such problems confined 
to the pottery industry, as Cunnison's study also shows. In the 
1980s the problems appear as complex and in need of urgent attention 
as in the 1920s when one researcher remarked, commenting upon the 
fact that he had often heard workers talk of "good" and "bad" work, 
that they meant
"... by the former work on which the pleoe rate enables them to
earn good wages, and by the latter, work on which the piece
rates make it difficult to do so. . , Anything that could do
^Cunnison (1966) op.clt. pp.10, 108-9.
^Shaw (1980) op.clt. p,l86,
16ibid, pp.52-3.
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away with this inequality would be welcomed alike by employer 
and employed, and time study, if properly used, offers an 
excellent means of solving the difficulty."17
In a straightforward way "good work" refers to the fact that
say, ten pieces of work which take ten minutes to complete are paid a
better piecework price than ten pieces of a different figure which
take the same time. For a "given effort" a worker earns more on
"good work" than on "bad". In the clay end, for example, "bad work"
can be paid at as little as thirty pence for a board of sixty pieces,
while "good work" can be priced at a pound or more for the same
quantity of pieces.
In a different way the term "good work" refers to work which is 
"good" for a particular worker because it suits their specific 
abilities and preferences. For example, for some paintresses "eyes" 
or "flesh" are "good work" whereas for other workers they are "bad 
work". Some workers are better at certain operations than others. 
Used in this way "good work" has an idiosyncratic and personal 
meaning which is perhaps why inequalities continue to arise despite 
sophisticated time study methods. In rare cases workers argue that 
the differences between "good work" and "bad work" are unimportant to 
the "good" worker, because they can always "make their money" by 
keeping output relatively constant, independent of the prices paid, 
so the "good" and "bad" days are evened out.
It is also possible for a worker to transform "bad work" into 
"good work" by becoming so familiar with it and its specific 
oharaoteristics that their experience enables them to find ways of 
overcoming the "bad" price. They can build up their speed over time, 
and develop strategies and short-cut3 which allow them to get the 
Piece "through their fingers" with ease. Workers can sometimes use
^Farmer (1921) op, cit.p.19*
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this experience of "bad work" to their advantage. When "bad work" 
comes into the shop people are reluctant to do it. No one minds "bad 
work" being allocated to someone elsel If there is a regular and 
reliable supply of this "bad" work then the worker to whom it is 
directed, or who acquires it, does not have to be "trained" on new 
shapes or find themself short of work, so there are advantages for 
them too. Over time the specific piece becomes "their" work, thereby 
strengthening their position in the shop's economy. Under various 
conditions work which was originally defined as "bad" can then become 
"good work".
These comments Indicate that pieceworkers are not passive 
recipients of work. In seeking to secure a regular supply of work to 
their bench, and in attempting to transform "bad" into "good" work, 
they consciously and actively involve themselves in the construction 
of "good work", and the redefinition of certain figures as "their 
own" work. Definitions of "good work" and "bad work" are then 
relative and constantly shifting, calculated from abstractions about 
the "average worker" into which the "individual worker" introduces 
complications. Pieceworkers are continuously calculating and 
redefining their work, the nature of the work allocated to their 
fellows, and the relationship of this work to that received at other 
times. As a corollary to this, piecework payment systems give rise 
an individualistic and personalised relationship to work. A3 
already suggested it is not uncommon on the pottery factory in 
question to hear workers referring to certain figures as "my work", 
and to other, different, figures allocated regularly to their fellows 
aa "their work".
The four ethnographies have been arranged following the lines of 
the production process: caster, sticker-up, sponger. Two casters are 
Included, making four workers in all. The first caster, Harry Gough,
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casts and sticks-up his own work, while the second, Nancy Ridgway, 
casts on a machine. Fast and slow workers have also been included in
order to bring out the differences between them.
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CHAPTER FIVE (3)
The Caster/Stlcker-up
i) Introduction
As a caster/sticker-up Harry Gough’s working day is a far more 
complex construction than that of either the machine caster or the 
sticker-up. Not only are the jobs of caster and sticker-up combined, 
but Harry also deals with at least four different shapes at any given 
time, varying markedly in size and dwelling time. The other three 
pieceworkers considered here can be likened to jugglers keeping three 
balls in the air, while Harry has to deal with five or six. He has 
to find the best way through the day, and to this end he has worked 
out his own system. Yet in the accepted sense Harry is not a ’’fast" 
worker. Casters cannot be taught a system of working. Initially 
they are trained to carry out specific tasks and operations, and then 
it is left to them to find an effective method and a system of their 
own.
Casters, like all efficient pieceworkers, have to learn to pace 
themselves so that they can work steadily each day. With experience 
they build up their speed while still working smoothly and without 
wasted effort. Workers who appear to be •fast’, those who hurry and 
^ush around their trough or machine, are often the "slowest" in terms 
of output. As Roethlisberger and Pickson observe about one of the 
workers studied at Hawthornes
"When Ws was wiring he gave the appearance of being relaxed; 
there was nothing tense about either his facial expression or 
his movements. The ease with which he wired gave a false
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impression of slowness. He was in fact a very efficient wireman 
and was just as fast as many who seemed to expend a great deal 
more energy."1
Harry pointed out one day that some of the lowest-paid casters 
were putting in the same amount of effort as him, but because they 
had no proper "system" were unable to increase their piecework 
earnings whether on "good" or "bad" work. When Harry first started 
casting he thought the idea was to "run round your bench all day, 
working at a break-neck speed". However the man who trained him told 
him to go and watch one of the factory’s best casters (a friend of 
Harry's father who had "spoken for him"). While watching his 
father's friend Harry realised the need to move smoothly around the 
bench by developing a system of working.
Casters like Harry and his colleague Ron occupy a position of 
respect in the shop. On questions of politics, general knowledge or 
the history of the potteries (about which I asked), the women will 
say "Go and ask Harry or Ron - casters always know the answersi". 
Skilled casters with many years' experience, and all figuremakers, 
are often referred to a3 the 'intellectuals' of the potbank. The way 
they are perceived by their fellows has an effect upon them. One 
Wedgwood caster whom I knew well, who trained originally at Beswick, 
became an expert on Elizabethan architecture and history, although he 
had no school-leaving qualifications. Self-taught, he realised and 
fulfilled the intellectual expectations which went with his job. This 
action of 'lntellectuallsm' is, however, only applied to male workers 
*-h the appropriate occupations. It is interesting to note that it is 
common amongst the casters and figuremakers whom I have met at 
Beswick and elsewhere to find that their response to redundancy, 
short-time and/or shortage of work Is to set up in business on their
Ro®thllsberger and Dickson (1942) op. cit. p.467.
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own. One unemployed caster (with whose mother-in-law I lodged) had 
done this, and had spent many hours in local libraries reading 
chemistry books in order to develop his own recipe for slip. His 
research was intense and exhaustive. This was even more remarkable 
as he had left school at fourteen without formal qualifications, and 
with little reading ability. One of the two Beswick figuremakers who 
were made redundant also set up in business as a figuremaker, as did 
a caster from another shop who left because of the effect of 
short-time working on his earnings. As self-employed businessmen 
these potters sometimes work on a potbank, employing their assistants 
as the old journeymen used to do. Otherwise they start off in 
garages and sheds, having the ware decorated by female out-workers.
ii) Internalising Time and Motion
The following description of a caster/sticker-up's system of 
working was put together at a period when short-time working was in 
operation on almost every potbank, and when workers were faced with 
the threat of redundancy. On this particular day Harry and his 
fellow workers had just been told that there was to be a vote on 
whether the factory should go on a three day week, or whether to go 
°n five days with definite redundancies. It was a very difficult 
time. The atmosphere in the first floor casting shop was heavy, 
lacking the usual everyday jokes and light-hearted teasing. Everyone 
was anxious, worried for their futures and uncertain about the 
situation. So long had these uncertainties dragged on that the 
workers in the shop had decided to play 'Devil’s Advocate* - to vote 
for "five days" and wait to see if it would be their name to be 
°alied out over the 'Tannoy*:to "go to the personnel office" and find 
themselves unemployed. The "guaranteed week" of four days had been 
suspended ("As usual", someone commented, "when there are any
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problems."). Harry decided to vote for what everyone was calling 
"work sharing" i.e. the three-day week, although there were no plans 
proposed either by management or by the union to redistribute work in 
this way.
This situation prompted Harry Gough to reflect upon the changes 
which had occurred over the twenty-six years he had worked at the 
factory, and in particular on the continuing attempts to increase 
production. Ewart Beswick had introduced time and motion study onto 
Beswick in 1948, and its immediate effect had been to lead to a drop 
in piece rates. For example, Harry explained that one particular 
figure had been made at seven shillings and sixpence a dozen. When 
timed this price had dropped to less than half but the casters did 
not complain; "They let it go - boss said there’d be more 
production!" Another figure, the "Mare and Foal", was paid one pound 
ten shillings a dozen in 1945• and in 1950 one pound seven shillings, 
although the cost of living had risen in this time.
Harry and Ron also described a feature of the then new time and 
motion payment system which they referred to as "stabilism", Beyond a 
certain point they realised they were making them cheaper still; "For 
the last dozen Mare and Foal we got twelve shillings! So we didn’t 
produce rubbish!". In those days (the late 1940s and early 1950s) 
Harry’s wage was about £9 or £10 a week, and in a day he would do 
two-and-a-half dozen mares and foals, another day three dozen 
Jockeys, and another two-and-a-half dozen Jockeys. The work would be 
fettled and sponged in pieces before sticking-up, and then sponged 
again. On Fridays and Saturdays the rest of the week’s work would be 
finished off. Ron recalled that the elephant (an intricate and 
difficult-figure) was paid £3 for ten, and that if one broke at any 
stage he would not be paid for it.
13*4
In the working lifetime of these two casters, neither of whom
are old men, radical changes have occurred in the pressures under
which they work; under the impact of "time and motion" individual
productivity increased markedly. The rigour of Harry’s system of
working testifies to the way in which such workers have taken unto
themselves this "speeding-up", and have found ways to maintain the
high quality of their work with increased output. Work study methods
have in addition identified time-wasting or inefficient ways of
working (such as the way in which the work would be sponged twice -
before and after sticking-up) and have enabled operations like
fettling to become less complicated (on some figures the individual
Pieces were fettled before being stuck-up). However the most
striking aspect of these developments is that these particular
workers have come to think analytically and self-reflectively about
the way they work (as is seen also in Nancy Ridgway’s case), and now
have a "time and motion man" in their heads,
For example Ron, one of the longest serving Beswick casters, was
originally trained to work on a day wage, non-piecework basis. The
introduction of time and motion study, and the actual fact of being
timed while he worked, made him think in a quite different way than
before about his movements at the trough and bench. Here Ron
describes the changes which took place when time and motion methods
were employed, and the effect which this had on his way of thinking:
"With time and motion you have a different way of thinking about 
your work. You try to eliminate any work that isn’t productive, 
like putting figures on a board and taking them off twice when 
it could be done once. It’s like with something new; well I 
know I can stick up a dozen horses in twenty minutes, and a 
dozen cows in thirty, so I have a rough idea. If after a couple 
of days I don’t seem to be going fast enough I time myself and 
try and think about what I'm doing and what I could do to make 
it better."
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Self;"Do time and motion tell you how best to do things?"
"No, they don’t do that with us, they can't really, but we 
are timed on them. When we were trained we learned the proper 
way and then the bloke who trained us said "I’ll show you the 
short-cuts but if you want to use them its entirely up to you. 
You can't say I haven’t told you the right way to do it." Well 
some of the short-cuts can be much better than the proper way, 
for example when you're tipping you tip with the hole [where the 
mould is filled] at the bottom. You tip it right over, hold it 
first and tip it slow until its stopped gurgling and then let it 
all go. When it gurgles its like emptying a bottle of milk, as 
it pours out it creates a vacuum, and what can happen especially 
with the big dogs is that they can cave in if you pour out the 
slip too quickly. But I pour with the hole at the top because 
in order to get round the slip has to circulate round the mould 
and it pushes the air out first. So I can tip right over and 
its much quicker. But nobody else here doe3 that. But I don’t 
do it when I'm being timed - anyway they don't know anything 
about it -don't know any different. Before time and motion we 
did maybe four dozen foals and horses a week, but after time and 
motion we could do three dozen a day, so that in three years we 
completed an order for four years.2 Before time and motion we 
were day-waged and we just went at our own pace, but we earn a 
lot more money on piecework. There were a lot of changes in the 
way things were made."
The introduction of work study techniques changed the way in which 
Harry and Ron defined their work. For example, Harry explained that 
one day he had been watched by "time and motion" and whenever he 
moved they transposed his movements onto a diagrammatic plan of his 
trough. They wound a piece of cotton around a series of nails to 
correspond to his movements and at the end of the day took the cotton 
off and soaled it up; it turned out that he had walked six miles 
around the trough. Then one day Harry and Ron decided to work out 
for themselves the total weight which they lifted each day, and it 
turned out that they moved four-and-a-half tons of moulds. Before 
this neither of them had thought about it as a "heavy job", like 
labouring work, for example. So the forms of measurement and timing 
°f work used by time and motion study were taken up by the workers, 
and used to measure elements of the job like the weight of the
2
Although this calculation Is mathematically inaccurate, it is 
given here as an indication of how workers experienced the 
changes.
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moulds, the sort of information which would not normally be made 
available to them. Harry and Ron had worked at their benches for 
several years and it had never occurred to them to think in terms of 
their work as "physical labour".
By developing a systematic method of working these casters 
responded to the new demands of piecework and bonus payment systems. 
In addition, by finding different way3 of measuring and defining 
their work (as "heavy work") they applied and interpreted at their 
benches the time and motion techniques to which they had been 
subject. Harry and Ron have their own "time and motion" methods 
(like the example of tipping given by Ron) knowledge of which they 
keep to themselves. To "make your money" on piecework it is 
neccessary to work to a system. As accounts in the literature 
discussed above also emphasise, every pieceworker becomes their own 
"time and motion man" overlooking their every action.
ill) The System of Working
The following account sets out Harry's system and his method of 
working. Compared to the other workers his working day involves the 
most complex operations and sophisticated organisation. He casts a 
much wider range of figures, for example, than does Nancy (the 
machine caster). It was fortunate in fact for the preparation of 
this account that on this particular day Harry had only three 
different shapes on his trough. Before the period of falling orders 
and short-time working a caster such as Harry would have been 
expected to deal with several different shapes - perhaps as many as 
seven to ten figures in a cast. As the diversity and size of 
different shapes increases, so doe3 the complexity of the cast. In
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addition Harry not only casts but sticks-up his own work. As both 
caster and sticker-up he has to integrate the different operations, 
unlike Nancy.
Harry leaves home at 7.^0 a.m. in the car with his wife and son. 
For the last few weeks he has been taking his wife to work as she is 
not well, and by the time he has dropped her off and parked his car 
it is almost time to olock-on, at 8 a.m. He enters the factory 
through the lodge, by the route which takes him past the biscuit kiln 
on the bottom floor. He clocks on, queuing up with the others, and 
climbs the stairs to the first floor casting shop where he works.
His son, who also works at Beswick, makes his way to the fitting shop 
where he is a trainee. The first thing Harry does is to turn on the 
lights above his trough, then he unpacks his "snappin" (his packed 
sandwiches) spectacles, tobacco and pipe. A couple of days before he 
had forgotten his glasses and had to borrow Joyce's (a sponger in the 
same shop), which, he claimed, made him look like "Edna Everidge”.
His outdoor coat is hung up in the cupboard and his shoes are changed 
for a pair of work shoes or "trashers" which he keeps in the 
cupboard. After putting on his overalls, a pair of white heavy nylon 
draw-string trousers, and a round-necked back-fastening top (rather 
like a surgeon's gown), he is ready to start casting.
The layout of Harry's bench is similar to yesterday's. He is 
®aking two different hearth dogs (the "sausage" dog and the 
"alsatian"), the Black Beauty horse, and bases for the large dogs to 
ait on in the kiln. He has carried over work from one day to the 
hext; last night he filled six bases which he will empty this 
Morning. Apart from the bases, which are made in one flat piece, the 
other figures are made from the following sections:
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Name of Figure Number of Moulds required for each figure
Black Beauty: 
cast from four 
moulds
1 body with only 1 front and 1 back leg}
1 mould for front and back legs which cast 
in one; 1 tail ; 1 mould for 6 pairs of 
ears.
Alsatian hearth 
dog: cast from 
3 moulds
1 body with no tail, no front legs, only 1 
back leg; 1 tail/back leg; 1 mould with 2 
front legs.
"Sausage" hearth 
cast from 
4 pieces
1 body with no front legs, and no tail; 1 dog 
ear mould with 2 ears in each; 1 tail 
mould;1 mould with 2 front legs.
The first cast takes from 8.15 a.m. to 10.10 a.m. Harry starts the 
first filling with the Black Beauty "bits" (tails and ears) on the 
left-hand trough, and then moves along it filling the Black Beauty 
bodies and legs. Then he moves back on to the left-hand trough and 
fills the alsatian bodies, and finally the sausage dog moulds, which 
are arranged together in one quarter of the trough. Following this 
Harry "second fills" the Black Beauty which needs to be topped-up as 
the water is absorbed into the mould from the slip. The moulds are 
tipped in the same order as they were filled, working from the 
smallest to the biggest (i.e. from Black Beauty to the alsatian dog).
Then the pieces can be taken out in a similar order. The only slight 
Problem is that the alsatian moulds are very wet and, ca3t at 8,15, 
have had to be left for 2 hours to drain. At 10.10 after the first 
°asting of Black Beauty, Harry puts eighteen bodies and eighteen 
heads on two separate boards on his bench ready to stick-up, Be sits 
at his bench sticking-up the Black Beauty for ten minutes, then 
atarts to fill the moulds for the second time. He fills the body and 
lees first, then the tail and head, leaving the ears until after he 
has taken out the alsatian front legs. Then he fills the Black 
B®auty ears (which completes the second filling of the horse figure), 
takes out the alsatian tails, and finally the bodies. During this 
time he has also topped-up the Black Beauty.
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There are several different conditions with which Harry has had 
to deal, some relating to the weather, or to the characteristics of a 
particular figure, or to the state of the moulds themselves. The 
Black Beauty, for example, has a maximum dwelling time of fifteen 
minutes, which means that Harry cannot do another cast of horses 
until he has stuck-up other work, because he would not be able to 
"get to them" in time. Today, however, there are a lot of draughts 
coming in through the windows which means that the Black Beauty is 
drying out more quickly, and he is able to "get to them" to stick 
them up. However the alsatian mould is a problem because it is so 
wet, and the dogs need to drain for much longer than usual. The 
bases however are "good" work as they have a "good" price and can be 
left full even overnight, and there is no sticking-up to do.
At 10.30 the second casting of the alsatian starts, and then the 
Black Beauty is tipped. Just after 10.MO Harry goes to the "gents" 
and comes back about ten minutes later. Then the Black Beauty tails 
are taken out, put on a board and taken to Ivy to sponge. The heads 
are taken out and put on a board by the window, and covered up with 
Plastic sheet to prevent them going dry (and therefore brittle and 
unsuitable for sticking-up). Following this the Black Beauty body is 
taken out.
Soon after 11 a.m. Harry has the following (from the seoond 
filling):
18 tails to be sponged by Ivy;
18 heads covered on a board;
18 bodies.
He now has a drink of tea and a chat and collects an empty board from 
the stillage. Ivy asks Harry if he is ready for the Black Beauty 
Mails, and he says that he is not - "You can start sponging them at 
half past eleven." This short Interchange Illustrates the point 
already made about the interdependent working relationship between
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caster and sponger in the big figure unit, and Ivy’s place a3 
assistant to Harry. Harry’s grasp of the whole structure of the day 
is such that he can tell Ivy at what time to start sponging in order 
to fit into his system her other work of sponging completed hearth 
dogs from the previous day.
The alsatians filled over half an hour ago are now ready to be 
tipped, and then Harry takes a few moments to light his pipe, before 
getting down three alsatian figures on a board from the top of the 
stillage for Ivy to sponge. Pipe in mouth Harry now sits down again 
to continue sticking-up and pegging-in3 the Black Beauty (see Plate 
5). Just after 11.20 all eighteen from the first cast are complete. 
Then Harry starts on the second cast of Black Beauty, sticking-up the 
heads to the bodies. Sponging the eight horse tails takes Ivy only a 
few minutes and she brings them over to Harry. It is not quite 12.30 
and, continuing in this way, Harry has completed 36 horses (i.e. two 
casts). The six alsatians from the first cast can now be "got to” 
(the ones from the second cast are still draining). The alsatian 
body is put on a "whirler" (a turntable) and Harry drills a hole in 
them where the legs are to go, and sticks up the front legs and 
tails. By 12.30 (when the dinner buzzer sounds) three alsatians have 
been stuck-up, Harry pegs-in three alsatians. Having completed them 
he takes out the "scrap" which has accumulated around the bases, 
takes them out, puts them on the stillage, and stacks up the moulds 
to be thrown away,
Throughout the rest of the day:Harry works at this pace, always 
having something to do, and aware of every minute that passes. At 
six minutes past twelve, knowing that with the new regulations he
^sgging-ln is done with a wooden tool which is used to press in 
more firmly the seams of sections like ears to the main body of 
■the figure.
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cannot work through dinner, Harry looks at his watch and remarks: 
"I’ve just got time to get these together [the 36 Black Beauties] and 
the alsatians with any luck!"
At 2.25 p.m., knowing that he is running a little slow and ha3 
to finish on the 4.23 p.m. buzzer, he says, shaking his head, "I wish 
it was two o’clock." However 3*40 sees him "coming to the last 
round" and at 3.50, certain now that he will be able to work to time, 
he has a smoke. At 4.20 p.m. he fills in his weekly sheet commenting 
with satisfaction "That's what the cobbler threw at his wife - the 
last!" His total cast is twelve alsatian hearth dogs, six sausage 
dogs, fifty-four Black Beauties, and eighteen bases. Like other 
casters whose system is successful Harry knows that, in his word3, 
"The secret is to make 3ure that you have something to do all the 
time". Very occasionally there are moments in the day when for a few 
minutes the work cannot be "got to" because it is either dwelling or 
tipping - this Harry refers to as "dead time". Harry is constantly 
referring to his wrist watch which hangs on a hook above his bench.
It is an old, worn, wristwatch, which used to belong to his father 
who died six years ago - "I'd be lost to death without me watch."
tv) Conclusion
This description of Harry's work routine has shown that he takes 
considerable responsibility for organising his working day and that 
his sponger Ivy whose working day is discussed below. One of the 
Points to be drawn from this account is that the skill involved in 
bating is not simply to do with dexterity and habit. With regard to 
s*U l  Machin has argued that work study techniques of visual 
observation are an Inadequate means of understanding the full range 
of skills required in carrying out particular tasks, This is because 
®any of the skills possessed by the pottery worker are employed,
143
Machin argues, without conscious effort, having been committed to 
memory and habit a3 are automatic actions like walking. In Machln’s 
view, "The skill required is the skill of constant use . . ."j* 
However, as we have seen, by looking in detail at a portion of the 
working day rather than at specific tasks, speed, pace and routine 
cannot adequately be understood in Machin’s rather restricted terms. 
As these four ethnographies show, pottery workers are required to 
organise and manage their working time (even those who are slow need 
to do this). It is also neccessary for them to manage their 
relationships with others at specific points in the production 
process. In addition, because a3 already noted one day’s work can 
differ in its details from another, work routines have constantly to 
be reorganised and adapted to meet these changing conditions. In the 
next account of a female machine caster a different way of working 
will be described, and in the conclusion to these ethnographies the 
different work experience of men and women will be discussed in more 
detail.
Machin, J.D.: The Economics of Technical Change in the British 
^Sitery Industry: unpublished M.A, thesis, University of Keele 
19?3, p.185.
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CHAPTER FIVE (4) 
The Machine Caster
i) Introduction
Nancy retired in April 1984 and was one of the factory’s most 
experienced casters. Her training, which lasted for seven years from 
when she was fourteen, equipped her to carry out all the operations 
included in the making of pottery: casting, fettling, sticking-up and 
sponging. At twenty-one Nancy became a fully qualified caster or 
journeyworaan and in this capacity had her own bench, earned her own 
money on piecework, and had ’•girls’’ of her own to train. As the 
"Missis” (Journeywoman) she was "the girls’” immediate bos3, for whom 
they fetched, carried and cleaned up, just as Nancy herself had done 
during her own early training. She paid wages to "her girls" out of 
her piecework earnings, and gave them "a tanner" pocket money for 
"doing kale" (cleaning up, etc.), and sometimes if they "played up", 
a "clip round the ear." A "girl" learned first of all to sponge and 
then, after about two years, "moved up a peg" and learned to 
®kick-up, and finally to cast. Depending on ability they would work 
alongside the "Missis" before going on their own bench at twenty-one.
Nancy explained it, "That’s a circle - you kept on going on like 
that until you qualified, retired, or were put in your coffin".
Casting was called a "trade" then because trainees learned to 
CaiTy out all the operations on a wide range of shapes -teapots, big 
^8s, bedpans, and aickfeeders, as well as popular war-time figures 
llk® Montgomery and Churchill. During the course of her seven years’ 
lining a "girl" acquired not only practical skills but also 
ftjthority and respect as she moved upwards through the hierarchical
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structure of the work group. The "Missis" was a figure to be revered 
- if "her girls" played up Nancy would hit them as a mother would 
punish a child or an older sister discipline a younger one. Nancy 
trained her younger sister Lily and also "spoke for" one of her other 
sisters who trained at another bench. When a job became vacant at 
their bench a qualified woman was in a position to "speak for" a 
relative or friend, further establishing herself as a "key" worker.
The women all worked together "all mixed and had a bit of fun" 
so that the authority of the "Missis" was expressed in an informal, 
familial manner; when looking back to those times Nancy describes 
herself as "like a mother to my girls". Familial forms of discipline 
lnterplayed with the habits and customs of labour discipline, giving 
an informal yet age-structured character to social relations at work. 
Geographically too there was little distance between home and work, 
and workers went home to have dinner, or to feed their very young 
children. The "Missis" and "the girls" worked closely together in a 
apace of a few feet around the bench, spending more hours in social 
contact at work than at home. The authority of the "Missis" then 
rested on broad foundations, which no formal definition can 
adequately describe. Considerations of age and technical skill 
interplayed with notions of familial authority, so that family and 
Work merged.
Technically too Nancy's training differed from that of a caster 
Gained today. Versatility la an important component of the skill of 
Casters like Nancy and Harry Gough. However, modern-day casters have 
a Gaining geared to greater productivity which equips them to deal 
w*-th a limited and standardised range of shapes and, with the rare 
e*°eption of the caster/stickers-up, to carry out only one of the
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making operations (i.e. casting, sponging or sticking-up). In common 
with all other occupations on the potbank, casting has undergone 
significant changes under the direction of time and motion analysis.
In the preceding chapter it was argued that age classifications 
play an important part in notions of authority and status on the 
potbank. Angie, the young machine caster who works next to Nancy, 
has worked at Beswick since leaving school. For most of that time she 
has been "on piecework", earning "her own money", and an assistant to 
no-one. The other women (and especially Nancy) resent this because 
in the past skill, age, and authority tended to go together. Nancy 
and Angie do not speak to each other, and while compiling the 
following account Nancy would whisper to me, pointing to the next 
bench, "she's no system, she's never been properly trained." Without 
some understanding of the working conditions and customs which bore 
upon Nancy's early working life it would be easy to interpret this 
unfriendliness as purely personal - a clash of personalities - when 
in fact it is about something much more fundamental. It is an issue 
°f skill and status, and of customary practices attempting to resist 
fflodern working methods.
The authority of the "Missis", which was founded upon the 
association of age and authority, has now been undermined by changes 
iu work organisation. Although it is no longer possible to move up 
from the lowly status of "girl" to that of "journeywoman" as it was 
^0r Nancy, neither is it neo-essary to undergo the hard seven-year
n
aPprenticeship" which served to maintain a group of low-paid 
a8sistants who were not even guaranteed a job at the end of their 
Gaining.
wTo meet these new requirements Nancy has changed her way of 
working and has redefined her skill in terms of "productivity". When 
making calculations of output she takes every possible piece into 
account. For very little extra effort, and without loss of working 
time, she can add a count of sixty pieces to her weekly total, by 
casting two extra pieces on the right hand side of the machine. Sixty 
pieces is equivalent to one cast, or one extra board of work, for the 
spongers. In terms of technique and organisation Nancy has brought 
her early work experience as "the boss" to bear on her present system 
of working. Although she is extremely fast, it is virtually unknown 
for her to have a bad cast, and her machine is one of the two which 
keeps one sticker-up and four spongers supplied with work. 
"Simplicity" is the key to Nancy's system, and she has consciously 
tried to eliminate any unnecessary movements or tasks which she 
defines as non-productive. Even the action of refilling her 
slip-jug, she explains, has been Incorporated into the routine 
Movements of filling the moulds so that she does not have to stop, 
stand and hold it under the tap. Attention to details like this 
gives to her system a speed and flexibility which others lack. By 
Painstakingly developing a precise method of working Nancy has become 
°he of the fastest and most efficient casters on the Beswick potbank. 
plate 6 shows a caster at her machine.
The addition of two moulds makes Nancy's system of working 
Extremely flexible. In the afternoon, if she chooses, she can simply 
°aat six times the ten moulds on the left-hand side, giving her a 
°°unt of sixty pieces. Alternatively, she can raise the number of 
Pieces to eighty by including the odd two moulds six times In the 
««ht -hand side (morning) oast, giving her a count of sixty plus 
tw«lve (i.e. seventy-two), and then do one oast of eight on the
ii) The System of Working
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left-hand side, to give eighty pieces. In fact, Nancy is "sneaking" 
in the two odd moulds because she should only be working in tens (the 
potbank having "gone metric"), and so she is quite deliberately 
introducing her own element of flexibility into the system.
Nancy works in dozens because when she was first timed it was 
for twelve pieces. Nowadays the system is timed and priced on tens, 
and so as Nancy explains it,
"If I make five twelves then I’m 0,K, but if I do six twelves 
then I either knock two off or do another eight. I like to keep 
a hundred on every board. I have an odd two moulds to make up 
the numbers because I only have ten moulds, so I go down the 
machine six times in a morning and make twelve to make up the 
count to seventy (i.e. there are two moulds on the right side 
machine which are filled six times making twelve pieces in all, 
and these are added to the moulds on the other side which makes 
sixty pieces). I put the odd two aside, which I don't bother 
with, unless some days if I have time I do another lot to make 
up eighty,"
Machine casters only cast, that is, they fill and tip the moulds, and 
take out the cast body. At no point while working at her machine 
does Nancy sit down, because unlike Harry Gough she has no 
sticking-up to do, and is constantly moving up and down her machine, 
"taking out" on a trolley - literally a bench on wheels - which Nancy 
calls her "tin tray". On a casting trough, like the one Harry uses, 
the moulds are laid out horizontally as if on a large table. To fill 
and tip them the caster walks around the trough, sitting down at a 
bench to stick-up. On a casting machine the moulds are arranged 
vertically on shelf-like grids which have the same function as the 
draining slats of the trough.
Casting machines were introduced with the aim of increasing 
output by breaking down the job of casting into its separate tasks, 
eliminating sticking-up and sponging, and then standardising the size 
and range of pieces to be cast* Nancy understands clearly the 
Purpose for which the machine wa3 designed and describes it as being 
"about production - it lets you fill and take out at the same time".
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To this end she has developed and applied time and motion techniques 
of her own, and unlike Harry, who refused to move from his trough to 
a machine, Nancy does not resent this redefinition of a caster’s job.
The various figures which Nancy casts vary little in size or 
shape. Whereas a trough caster's work may range from small horses to 
large hearth dogs, Nancy casts only small rabbits and, occasionally, 
whisky flasks. For purposes of calculating output the various 
figures she casts are interchangeable. Ten "Peter Rabbits" are 
roughly equivalent in time and effort to ten "Jemimah Puddleducks". 
Being similar in shape and size their dwelling times are also 
similar. Independently of the price paid per piece Nancy aim3 to 
produce on average seven hundred pieces a day,
Nancy leaves home at 7.25 a.m. and over the road from her house 
catches a bus which gets her into work at 7 . H O  a.m. After clocking - 
on at the bottom of the stairs she goes up to the first floor casting 
shop. She takes off her coat, changes her outdoor shoes for 
"tra3hers" (old, comfortable shoes), takes her breakfast (a piece of 
toast, two biscuits, and a flask of tea) out of her shopping bag, and 
Puts her cigarettes on the side. She puts on her glasses, then her 
overall, and prepares her trolley-bench. The dirty water in the old 
chamber-pot (which she uses as a water container) is changed, and the 
slip-jug scraped clean of congealed slip and refilled, Nancy 
explains, "I fill it with slip and sneak-fill my little bits at five 
to eight - shouldn't do it! But, you can put it down that Nancy 
starts casting five minutes early." Here Nancy expresses the 
direction which she exercises over her hours of work. Beoause of the 
shortage of work at this time discipline was enforced about 
"unofficial" overtime. This affected even these five minutes, which 
Explains her remark.
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Aa the 8 a.m. buzzer goes Nancy starts the day's first cast, 
moving down the machine filling the Peter Rabbit moulds, arranged on 
the machine with the other moulds as shown here;1
“UP" tit* machine
The following figures give a diagrammatic representation of Nancy's 
®Q<luence of tasks, but are neccessarily simplified. In fact at 
°®rtain times Nancy will simultaneously be filling and tipping one 
of moulds, whilst taking-out from another.
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Nancy moves down the machine (i.e. from right to left in the diagram) 
and begins by filling the Peter Rabbit moulds:
12 Tom Kitten 12 Tom Kitten1 1 1 1 1 1 1 1 1 1 1 1 1  i i i i i i i i i i i i i  m 2  j ä j } « k .
1
6 Little Pi, 
Robinsons 6 Peter Rabbit
FILL
6 Little Pi, 
Robinsons 6 Peter Rabbit
FiLL i;
She then moves further down the machine to fill the Jeremy Fishers 
and Little Pig Robinsons, and at the same time starts to tip the 
Peter Rabbits which were filled at 8 a.m,:
12 Tom Kitten 12 Tom Kitten
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To fill, Nancy directs the slip through a tap from the pipe into the 
mould's filling hole. She uses two taps, one for each of the two 
bottom rows of the machine. As each vertical pair of moulds is 
filled, she moves the slip-pipe along to the next pair. While the 
moulds are filling she is left free to tip or take out. To tip she 
turns the mould at an angle of about thirty degrees so that the 
excess slip runs slowly out into the drip tray at the bottom of the 
machine.
She now fills the top row of Tom Kittens, and tips the Jeremy 
Fishers, while the Peter Rabbits are draining off. Nancy is now 
moving back up the machine:
12 Tom Kitten 12 Tom Kitten
®*06: Nancy checks that the Peter Rabbits have drained off properly, 
because during the first cast the drynesss of the plaster of Paris 
a,,ound the metal valve in the filling hole can cause the slip to clog 
an<* prevent proper drainage. This difficulty ceases when the moulds 
**ave been filled and tipped once, and they become moist.
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8.07: By this time, then, the operations of both filling and
tipping are taking place simultaneously:
12 Tom Kitten 12 Tom Kitten
Next Nancy moves up the machine and tips the remainder of the moulds.
8.10: By this time everything except the two Jemimah Puddleducks 
have been filled and tipped and are ready to take out. Nancy fills 
the Jemimah Puddleducks now, and at 8.11 tips them and the bits on 
the stillage which were filled at 7.55. At 8.11 then Nancy's machine 
looks like this;
f2 Tom Kitten 12 Tom Kttton
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Nancy now has "a bit of a breather" before starting again; she 
washes her hands, washes her tea cup, and fetches an empty 
sticking-up box in which to put the work she is about to take out of 
the moulds. "For my routine to run to schedule I have to start taking 
out for 8.15." She puts into her book the code numbers and quantities 
of figures to be taken out.
8.15: Nancy starts her second sequence of work. She takes out 
the twelve Peter Rabbits on the machine and the twelve paws on the 
stillage. When taking out she stands facing her trolley, that is, 
sideways to the machine. She leans down to the side to pick up the 
mould, places it in the trolley to take out, and puts the pieces in a 
sticking-up box. If it is "board work" (i.e, a figure cast in one 
piece which does not need to be stuck-up, and goes straight onto a 
board for the spongers) it goes straight onto Nancy's stillage. Next 
she fills the emptied Peter Rabbits while taking out the Jeremy 
Fishers and bits. Then the Peter Rabbit paw3 are filled for a second 
time.
8.21: Twelve Peter Rabbits and twelve paws have been made and
the Peter Rabbit moulds filled for a second time; twelve Jeremy
Fisher bodies and twelve hands have also been made and are about to
be filled for the second time.
8.26: Second filling of Jeremy Fishers and bits.
8*35: By this time in the sticking-up box Nancy has:
Twelve Peter Rabbit bodies and twelve paws
Twelve Jeremy Fisher bodies and twelve hands
Twelve Little Pig Robinson bodies and twelve baskets
Then Nancy tips the Jeremy Fishers and "tops up" the baskets filled
above at 8.30. She comments:
"I. try-to keep the stiekers-up going with the same amount of 
work each day, and for board work I keep it even beoause It has 
to be divided between four spongers."
As she continues her movements she tells me:
"I’m now working up the machine to empty this little bit of 
board work. This is my method - you have to have a method! I’ve 
worked down - now I’m working up the machine. By 9.15 I want to 
do it [the cast] two-and-a-half times.'*
9.13 Nancy fills the Peter Rabbits and tips the Tom Kittens and, as
the buzzer goes for breakfast at 9.15, she takes out the Peter Rabbit
paws on her stillage. She comments:
"I've got to do another dozen - this is how I work every day, I 
always have to do the five minutes after the buzzer and then 
after that, even if I'm still behind, I have breakfast and don't 
do any more. That's it - that's your loti I really work to 
time, don't II Because its been time and motion for donkey's 
years, and its something you don't get out of,"
9.18: Nancy continues to fill the Jeremy Fishers and also takes out
the bits on her stillage.
9.20: She finishes filling the Jeremy Fishers and bits.
Between 7.55 and 9.21 Nancy has filled, tipped and emptied 
twelve Peter Rabbits three times, and refilled them for the fourth 
cast. Three dozen Peter Rabbit paws, three dozen Jeremy Fishers and 
tits, two dozen Little Pig Robinsons and bits, and two dozen of board 
work have been made. The total is two hundred and four separate 
Pieces, which when stuck-up will make a hundred and twenty complete 
figures.
tii) Conclusion
In common with many other fast pieceworkers Nancy finds it 
difficult to slow down. Her system relies on a steady, continuous 
Pace in which one operation flows into another. Nancy's daily work 
sheet showed me that her output fluctuates very little from one day 
the next - on average she produces seven hundred pieces per day. 
Nancy's system has become second nature to her, and like anyone 
a°compiished in a particular skill she finds it hard to think 
0°b3oiou3ly about what she is doing, which she would have to do if
she wanted to slow herself down. However, as already noted in the 
preceding chapter, this does not mean that Nancy works automatically, 
not least because she has to make calculations about the quantity of 
pieces to be cast and adapt herself accordingly. As a machine caster 
Nancy’s working day is not as complex as Harry’s, the 
caster/sticker-up, although in a similar way to him she occupies a 
pivotal position in the production process.
From Nancy Ridgway the machine caster the work goes to Ann 
Bradbury the sticker-up, to whose working day we now turn.
■ ...
, . ‘
• ' ■ ' . ■ . ■ .
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CHAPTER FIVE (5)
The Stlcker-up 
i) Introduction
The sticker-up occupies a central position in relation to caster 
and sponger as it is she who ensures that work flows steadily from 
one to the other. The drying-out characteristics of earthenware are 
such that there is a limit to the amount of time that work can be 
left in the sticking-up boxes and remain "green" (i.e. moist) enough 
without breaking or cracking. Although it is possible at any stage 
before its first biscuit firing to re-cycle the cast earthenware 
figure back into slip for re-use, It is a loss to the company If it 
is broken (because the worker is paid for the work done so far), and 
can diminish the supply of work available in the shop. Moreover, the 
sticker-up has to work at a pace which matches that of the caster in 
order to avoid a bottleneck at the sticking-up stage. Cast pieces of 
work can only be kept malleable for a limited period of time and the 
sponger cannot work if no work is coming into the main stillage from 
the sticker-up. Both caster and sponger are therefore adversely 
affected if compared to them the sticker-up is "slow".
It can take from three weeks to three months to train a 
sticker-up. A "good girl" could be expected to go on piecework in 
about eight weeks from the start of her training. However it may 
take her five months to build up her speed. In this fairly short 
time output is expected to rise dramatically. A trainee struggles 
for the first days to stick-up perhaps no more than thirty or forty 
pieces a day. By the end of six to eight weeks - or earlier if the 
young woman is capable - the sticker-up will be put on piecework and
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expected to reach an output of five hundred to seven hundred pieces a 
day. For ten pieces of work a sticker-up will be paid a piecework 
rate of only a few pence, which means that like casters and spongers 
they "make their money" by a constant, sustained effort.
Compared to the number of separate pieces (which can number ten 
or more) involved in the making of the Connoisseur range of 
"Collectors" figures, the small animal figures with which Ann 
Bradbury (the sticker-up with whom this chapter is concerned) deals 
are simple and straightforward. Nevertheless each figure, however 
uncomplicated it may seem, has its own particular problems and 
characteristics, with which the sticker-up becomes familiar through 
experience. For example, if the horse-body of the Rocking Horse 
Bunny mentioned below is left in the sticking-up box for too long its 
tail becomes brittle and tends to drop off during handling. If Ann 
does not "get to" a box of this work soon enough many pieces could be 
lost. During the course of her working day she has to take account 
of facts such as this. Her work does not simply involve joining 
parts of figures together because the stlcker-up also has to collect 
work from the caster, store it for part of the day or overnight by 
her bench, and take full boards to the main stillage from which the 
sponger draws. The pieces of work have to be counted and work sheets 
written up. The sticker-up also has to deal with the caster if, for 
example, the earthenware body is too "thick" or "thin". If the 
caster is working too fast to compensate for a bad day or bad prices 
by increasing output, and the slip has insufficient "dwelling time", 
the body will be thin and easily broken. Conversely, if left in too 
long the body becomes heavy and Individual pieces are hard to handle 
and stick-up.
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When defining the "skill" involved in different occupations on 
the potbank it is important to bear in mind points of the kind made 
above. Ann Bradbury's working day is far more complicated than a 
simple description of the tasks involved in sticking-up small figures 
might lead one to believe. In common with all pieceworkers involved 
in labour-intensive production processes Ann has to be able to pace 
herself, maintain a steady speed, and produce work to a specified 
standard. A3 a sticker-up she has to liase with caster, sponger, and 
often supervisor if there are problems with the work, and direct it 
smoothly from caster through to sponger. The question of quality also 
needs to be considered here because in the production of fine 
ornamental figures speed and quality have to be combined. Although a 
sticker-up's work is not subject to direct inspection by an 
overlooker, the spongers who have to cope with sub-standard work 
maintain surveillance informally.
It is the sponger who draws any defects and problems to the 
attention of the sticker-up. In this way just as a sticker-up would 
complain of a "bad cast" to the caster (for example if the body was 
too thick or too thin), workers take on something of a supervisory 
role in relation to their fellows. A good sticker-up needs to be 
fast and versatile, and able to produce good "clean" work which the 
spongers find acceptable. Ann Bradbury, for example, had very long 
finger nails of which she was extremely proud. Unfortunately her 
long nails indented the pieces as she was handling them. This meant 
that the spongers had to sponge smooth these impressions of Ann's 
hands. It was extra work for them, and for several months a cause of 
grumbling and irritation. Reluctantly, and after several arguments 
in the shop, Ann cut her nails.
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Ann is used to working under pressure of the kind mentioned 
above. She worked as a dipper in her last job, being similarly 
placed in a central position in relation to the movement of work from 
one process to another. By the time she came to Beswick (after being 
made redundant from Tuscan) Ann already had several years' experience 
of work on a potbank. She loves this job of sticker-up and finds it 
more interesting than dipping. In particular she likes the fact that 
each figure is a different shape and involves different problems. She 
enjoys the change of shapes from time to time throughout the day, and 
would not like it if there were not so much variety. Sticking-up one 
shape for a relatively long period of time she would find "boring".
To this end she introduces variety into her work routine by doing a 
dozen of each different shape in turn, rather than concentrating on 
completing all of one box.
Ann’s daughter too wanted to be a sticker-up and Ann had "spoken 
for" her, putting her name on a list of applicants. However by the 
time a job became available her daughter had found a "better" job as 
an auxiliary on a geriatric ward in a local psychiatrio hospital, Ann 
is pleased because her daughter has had a training and "loves" the 
work, but she would also have been quite happy for her to have become 
a sticker-up,
ii) The System of Working
Ann arrives at the factory to clock-on just before the buzzer 
goes at 8 a.m., to take off her coat, hang it in the locker in her 
shop, and put on her overall. As the buzzer goes she is filling the 
slip bowl with fresh slip, stirring it to keep it smooth. The next 
thing is to take her bail-point pen, which she needs to fill in her 
work sheet, from her shopping bag. Then she fetches a piece of foam 
to put on the top of the sticking-up boxes to keep the work moist,
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and removes foam from the boxes which have been stored overnight. By
8.05 she is ready to start sticking-up. Today Ann has eight 
different figures to stick-up, five from Royal Doulton’s "Bunnykins" 
range (which are made at Beswick) and three Beatrix Potter figures 
(Jemimah Puddleduck, Jeremy Fisher, and Peter Rabbit). Ann work3 at 
a bench which has a small stillage attached to it to hold the boards 
on which she places the finished work. On the bench there is a large 
bowl of water, and a small bowl full of slip called a "slip dish".
The tools Ann uses are basically similar to those of the spongers, 
including sponges, brushes, and pegging-in tools. Unlike the 
spongers Ann sits down all the time to stick-up, apart from fetching 
empty sticking-up boxes and work from the two casters, and taking 
empty and full boards from stillage to bench, and back to the 
stillage. Her day begins with work cast on the previous day;
8.05 12 DB9sl taken from sticking-up box where they have been 
stored overnight, and placed on a square, flat glass "batt" 
on Ann’s bench. She sticks up twelve "Prayer Books"2 and 
then pegs them in. When completed these are put on the board 
on her stillage.
8.15 12 DB8s taken out of box, 12 "Little Girls" fettled and then
the heads are put on the rabbits. Ann fettles the twelve 
"Little Girls" first before putting the heads on the rabbits, 
to give the base of the figure time to dry out. It is 
sponged only after all the other operations are completed to 
avoid it breaking, and placed on a board as above. This work 
has also been stored overnight from the previous day’s cast.
1This and the following letter codes are the catalogue numbers of 
particular figures.
^Names in quotation marks are those which Ann uses colloquially, 
rather than the official catalogue names.
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8.25
8.32
8 . 3 8
8.39
8.44
8.51
12 DB9s as above at 8.05.
12 1157 BP Ann fetches the Jeremy Fisher figures from Nancy 
who has cast them this morning. Ann sticks the arm on all 
twelve and pegs them in. With this figure she prefers to 
leave the pegging-in until all twelve are stuck-up because 
the figure handles better.
Steven, the counter, comes to mark Ann’s work sheet and takes 
it away with him. He checks Ann’s recorded total output.
12 1098s (Peter Rabbit): Ann takes them out of Nancy's box 
and sticks on the left arm and paw as one piece. Before 
sticking-up she fettles the twelve paws and puts slip on the 
rabbit body. Then she sticks the arm and pegs-in all twelve 
and sponges them.
12 11043 (Mrs Robinson): Ann takes these from Nancy’s box,
and pierces holes in the side of them and puts slip on the
twelve baskets with a brush; then she peg3-in and finishes
off with the brush. One cracks, Ann comments:
" I  don’t like these with the baskets being big and 
heavy. If I press too hard it cracks all down the 
middle, and it needs to have a good weight in the body
to hold the basket - if it was too thin I would have to
tell the caster.’’
12 DB12s (Rocking Horse Bunny): The rabbit body has to be
stuck on the horse, but there is no fettling of this figure.
Ann pierces a hole in the base of the rabbit, puts each one 
in turn down on the bench, and then puts slip on the rabbit 
body. Each rabbit is stuck-up in turn to the rocking horse 
shape and then is pegged-in with a pegging-ln tool and 
finished off with a brush. This figure is too delicate to use 
the big sponge on, and the pegging-in tool has to be kept 
moist but not too wet. Ann wipes it first on the sponge to
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clean it, wets it and dabs it on the sponge again. On this 
particular occasion two tails fall off the rocking horses 
because they have been left too long to dry out. Ann enters 
this on her sheet under "breakages."
8.57 12 DB1s ("Portrait"): This is made up of a rabbit body in one
piece, a separate rabbit head, and a separate top-hat and 
arm. Ann uses the piercer to puncture holes in the jacket 
and head, to allow the air inside the body to expand in the 
kiln. Ann fettles all the necks, the top-hats and arm 
pieces, puts slip on the body in two places (neck and arm 
joint), and then sticks the pieces on. The first body 
cracked when stuck-up because it had been cast too thin. In 
other words the caster, no doubt in a hurry, had not left the 
slip in the mould to "dwell" for long enough.
9.07 12 DB14 (Jeaimah Puddleduck): Ann fettles the twelve bonnets,
puts slip on one bonnet and sticks it on. Then she pegs-in 
around the seam of the bonnet where it attaches to the head, 
finishing off with a brush. She also "fills-in" a broken-off 
bit of bonnet with slip to disguise it. The mould is worn 
out; they only have a limited life of two weeks, and it is 
not casting properly. Ann comments about the way she is 
p a i d : :
"I'm paid on prices not on a points system - its the 
same as the spongers in this shop. But the character 
jug casters and character jug stickers-up are on minutes 
- it's time and motion!"
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Tannoy announcement: "The first prize of fifteen pounds in "Wills of 
the Week"3 has been won by Sandra Jones."
9.12 Ann comments: "That’s it now - breakfast with Fay -cheese on 
toast and a rattle!" She wipes her bench and her hands with 
a cloth, throws the six broken pieces into the "scrap 
bucket", and takes off her overall.
9.15 Breakfast buzzer. Ann and Fay go off to the canteen for
breakfast where they sit with Doris and others from the clay 
department. Unlike the paintresses, who are allowed to eat 
in the shop, clay department workers are subject to Health 
and Safety Regulations which require them to remove their 
overalls before entering the canteen, and not to eat in the 
shop. For breakfast the canteen provides toasted cheese, 
toast, and the usual variety of crisps, biscuits, chocolate, 
homemade scones (sometimes) and fruit. People make their own 
drinks, filling their flasks from the hot water boiler in the 
canteen or decorating shop. A drink3 machine also provides 
coffee, tea, soft drink3, and "Cuppa Soup" for ten pence.
9.35 Ann has returned to her bench and starts on Nancy’s box of 
work (12 x Mrs. Robinson). She pours a cup of tea, filling 
her flask with the hot water fetched during breakfast, Ann 
makes a cup for Irene, who she knows from her childhood in 
East Vale, and one for me. Irene ha3 worked as usual through 
breakfast. The remainder of the hot water is given in a 
flask to Joyce for "elevenses",
^’Wills of the Week* is a Tote established by the Social and 
Benevolent Club to which any worker can belong, which raises 
funds on a weekly basis for benevolent purposes. The winner is 
determined by reference to the figures published in the News of 
¿he World for the largest ’Wills of the Week’.
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As this account shows, each figure which Ann sticks-up produces 
specific problems. She has been doing this job now for nine years, 
and before that worked on another potbank with her sister, as a 
dipper. She is now experienced enough to "just work day-by-day now, 
how I feel like". Like Nancy and Harry, Ann’s working hours vary 
depending on the amount of work required by the shop. Sometimes she 
will be the last to leave the shop, working long after the final 
buzzer to keep the supply of work flowing to the spongers. Two of 
the four spongers supplied by Ann have the ability to work extremely 
fast and efficiently. So if a rush order comes in, Ann needs to be 
able to adjust her output, increasing it accordingly. Similarly at 
slack times she needs to slow down her pace. She needs to be able to 
manage her working day in such a way that it has a fair degree of 
flexibility built into it. It is part of her skill as a pieceworker 
to be able to organise her working day effectively. Ann would only 
let me have a go at sticking-up in the afternoon,, when she seemed 
more relaxed. During the day she would test me from time to time on 
the catalogue numbers of the figures. This knowledge is universally 
essential when completing one's work sheet of the day’s production,
In the afternoon Ann also explained her payment system to me.
Her explanation is reproduced verbatim below. This shows the way 
pottery workers develop their own understanding of how each system 
works. It seemed to me that they were able to do this without 
necessarily understanding how calculations were actually made. 
Nevertheless they could detect what they called •cons”, that is, the 
existence of differentials which might over a certain level reduce 
their actual piece-rates.
"I can go up two points on the system but only down one point, 
and the higher number is then higher per hour. The undermanager 
comes round and we get a new number every month. The number you 
get is based on your output not on prices, so you can have a bad 
week in terms of prices but still go up. If my number was 59»
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and the first week I did 67, the second week 65, the third week 
63, and the fourth week 57, that would work out like this [Ann 
writes on a sheet of paper]:
Week 1 2 .....3 . 4
67 65 63 57
-59 -59 -59 -59
8 + 6 + 4 - 2 = 1 6
So I have gone up sixteen numbers higher but can only go up
two."
Ann's working day is virtually free from outside supervision or 
managerial interference. Only twice during the course of the day in 
question did Ann encounter a manager. On the first occasion, as the 
assistant manager of the clay department was walking around, she said 
to him, as she passed with an empty box, "Can I claim for this 
[pointing to me] on my sheet?" He remarked, taking up the joke [to 
me]: "You ought to read some of these claims - they're more like 
autobiographies". On the second occasion the clay department manager 
walked past on his way to another shop, and Ann caught his attention 
and commented dryly, with a wink, "He's only walking around to cause 
trouble".
At a mid-way point in their working lives workers such as Ann 
seem to find a pace of work that feels natural to them. In Ann's 
case she has suffered badly from pain and inflammation in her left 
wrist and elbow which caused her to have several weeks off work. In 
the doctor's opinion the trouble is related to her job, and so Ann 
has been concerned to see that it does not recur. At other times she 
has been ill with terrible stomach pains which have no apparent 
explanation. Moreover during the period of short-time working Ann 
took on a barmaid's job at the local Working Men's Club, this she 
finds tiring now that she is working full-time again and was about to 
give up the job when her husband was told that he would be made 
Redundant at Christmas (1983). Now she is thankful that she kept her
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night job. When pieceworkers talk about their health they are giving 
voice to a changed attitude to their work and to the way they pace 
themselves. I have often heard workers who have been ill, or who 
have experienced personal problems make remarks about having to "slow 
down". Sheila, one of the first floor casting shop spongers, 
commented that since her husband died she was not as "fast" as she 
used to be - "can't be bothered". Harry Gough the caster/sticker-up 
remarked that his attitude to work had changed, by slowing down, 
under increased pressures arising from the "recession" and the death 
of his work colleague. Older pieceworkers will refer to their youth 
by saying that they used really to "go at it" then, but that now they 
work differently. Age and experience bring with them a change in 
approach to work, and the pressures of piecework are taken in their 
stride.
ill) Conclusion
This short account of Ann's working day has shown that although 
she carries out only the specific task of sticking-up, this does not 
mean that her work is necessarily repetitive. Each shape has its 
particular problems, and apart from this she consciously introduces 
variation into her work. In addition, her position in the production 
process is such that she provides a linkage between caster and 
sponger, ensuring that bottlenecks do not occur. Ann does not carry 
out her task in Isolation, and has responsibilities and social 
relationships of a specific kind. In the fourth and final account, 
Ivy (Harry's sponger) will be dicussed, thus completing this review 
of the range of occupations in the casting shop.
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CHAPTER FIVE (6)
The Sponger 
i) Introduction
In relation to the previous accounts Ivy's case is interesting 
because she is a slow worker, and a member of the big figure unit who 
"sponges for" Harry. Ivy has already been encountered in Harry's 
working day where it was seen that, unlike the spongers in the small 
figure unit, she worked as the caster’s assistant, being guided by 
him about the timing of speoific operations. Harry also occasionally 
lifts boards for Ivy, and carries his work directly over to her,
At the time of this account (November 1983) there is no "good 
work" coming to Ivy because orders are slack and the small figures 
like the Thelwell horse and rider are "bad work" for her, although 
for Harry they are "good work". He likes them very much. Ivy is 
then in a difficult situation because, already a low earner relative 
to the faster spongers in the shop, she is now "unable to make her 
money" i.e. the basic minimum wage for spongers as set out in the 
Wages Structure. The union representative has informed her that, 
contrary to Ivy and Harry's belief, management does not have to "make 
her up" because she is "on piecework". Harry expresses his surprise 
at this situation, while Ivy resigns herself to it, hoping that she 
will be transferred to another job on a day-wage basis (where she 
will be paid a regular basio weekly wage calculated on the average of 
her previous piecework earnings), For the moment however she has to 
continue sponging for Harry.
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ii) The System of Working
As a fettler/sponger Ivy’s job involves removing seams with a 
knife (fettling) and sponging the piece so that its details are 
retained, whilst the joins are smoothed out, making it look as though 
it had been sculpted from a single piece of day, rather than cast in 
separate sections. The base of the piece is also smoothed out so 
that it stands level. Pieces not properly cast or in some other way 
flawed are thrown away by Ivy and recorded as losses on her work 
sheet. Plate 7 shows a sponger at her bench, a board of work at her 
side. One of the reasons for Ivy’s lack of speed is that she is 
unable to "put the piece down" until she has satisfied herself that 
it is perfectly sponged. Sometimes spongers tend to "over-sponge" 
the work, removing detail from it, and casters like Harry 
occasionally comment on this, with an air of mild despair. It takes 
time for a caster to change to new moulds (after about thirty casts 
the mould is worn, and detail lost), and over-sponging can defeat 
these attempts to achieve a good cast. Ivy, unlike the small figure 
unit spongers, is subject to the caster’s advice about sponging, 
because he is responsible for the quality of the piece at this stage.
Ivy usually walks to work with the friend who "spoke for" her, 
who works in another shop. It takes her about twenty minutes from 
home, coming along by the "shardruck" (pottery tip) and across the 
railway lines. On this particular day Ivy does not start.work proper 
until 8.09 although she has already clocked-on with the others at the 
bottom of the stairs. When the 8.00 buzzer goes she puts on her 
overall, chats to her friend in the big figure unit, has a cigarette 
and a chat with me. Ivy’s situation is quite different to that of 
the small figure unit spongers (who are constantly arguing about the 
way work is distributed) because she knows at the start of the day 
how much work there is to be got through.
172
There are two casters and spongers in the big figure unit which means 
that work is simply shared between the two women, who pace themselves 
to fit in with the men.
At 8.09 Ivy starts on the ten Thelwells (Harry's work from the 
previous day). This takes her until 8.22. To fettle, Ivy stands at 
the extractor fan with the figure held under the glass hood. Safety 
regulations require that she looks at the work through a hood, to 
protect her lungs from the clay dust. When finished fettling she 
turns off the fan, returns to her bench on the left, fills her sink 
with clean water, and puts her tools in it (i.e. her sponges,
fettling knife, bevellers and piercers).
8.23 to 8.48 Ivy starts sponging the ten Thelwells fettled 
above. She takes the sponge-stick and sponges between the front legs, 
back legs, and side of the horse. Then with a big brush she removes 
the seams from behind the legs and under the tail, moving next to the 
other seams behind the legs, going on to the top of the tail, front 
legs, mane, nose, head, and finally the horse's back. Ivy then 
sponges the ears. The horse is held upside down at first, and she 
starts on its back and works around the body. Her movements are 
habitual - Ivy "always does them this way".
8.48: Ivy empties the water in the sink and washes her sponges 
under the tap. Then she washes her tea cup, puts her operative’s 
number on a piece of paper on the board with the Thelwells so that 
the overlooker will know who sponged them, and takes the board to the 
stillage, collecting a second board while she is there.
8.52: Ivy now starts the second board of ten Thelwells. The 
first horse breaks as Ivy nears the end of fettling it, and she 
throws it in the scrap bin. Later she enters it on her sheet as a 
. "breakage", -
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8.55: Johnny, the labourer, brings Harry’s boards which are 
stored behind Ivy on the stillage, and he stops to chat about his new 
baby and the way he wake3 up in the night if it makes the slightest 
noise.
8.58: Ron brings three boards of medium horses over and places 
them in Ivy’s stillage. There are 2 x 10 cast yesterday, and 1 x 10 
cast today (in the ’’green’’ state) for Ivy to sponge.
9.06: Ivy finishes fettling the ten begun at 8.52. She switches 
off the fan, fills the sink, and sits down to sponge the third board 
of ten. Ivy has calculated that it takes thirty minutes to do ten 
Thelwells; fifteen minutes to fettle them, and fifteen to sponge 
them. She explains that on Monday, out of seventy Thelwells thirty 
broke in the process of sponging - this is one of the reasons why 
they are "bad work" for her.
9.15: Breakfast buzzer. Ivy stops work, wipes her hands, and 
goes "fora fag and a cup of tea ’round corner with Joyce".
9.30: The buzzer goes and she returns.to.sponging where she left off. 
9.50: She finishes the third board begun at 9.06.
9.58: The Tannoy begins to broadcast pop music.
10.00: Ivy starts the fourth board of work.
10.15: She finishes fettling these and by 10.53 has finished sponging 
them. Ivy takes a board to the stillage as before, fetches a new 
board and places it by her bench. At 10.55 she goes to the "Ladies", 
Ivy’s working day involves the repetition of similar processes 
and tasks of fettling and sponging, taking full boards to the 
stillage, collecting and fetching empty boards, standing to fettle, 
sitting to sponge, filling and emptying sinks, and cleaning tools and 
sponges. As already mentioned Ivy is not a "fast" worker, partly 
because there is not the pressure from Harry and Ron at this slack 
time, and also because for her, the Thelwells and medium horses are
not "good work". The prices on them are "bad" so even if she puts in 
more effort it would make little difference to her pay. Until the 
last few months cockerels and the big dogs were "good work" for Ivy. 
But now, with the recession, there is a limited range of items cast 
in the big figure unit, and Ivy can "get her money" on none of them. 
Her biggest problem however is that she cannot put the piece down 
unless she feels it is properly finished off. Ivy takes a pride in 
the work which prevents her from being able to "let the work go".
Ivy is demoralised by "bad work", and because of this is unable 
to work "faster" to compensate. It is interesting in this respect to 
compare Ivy's attitude to that of Irene - the small figure unit's 
"key" worker - and Nancy the machine caster. Unlike Ivy, Irene has 
set out to turn "bad work" to her advantage by establishing her right 
alone to sponge it; as the other spongers are reluctant to do the 
badly-priced whisky flasks Ivy has come to monopolise them. Over 
time she has got used to them and built up her speed, so that now 
they "go through her fingers" with ease, while Nancy works steadily, 
independently of the piecework price per figure. On the other hand 
spongers like Ivy (and slow paintresses In a similar situation) may 
respond to a run of "bad work" by going absent, hoping that on their 
return someone else has done it for them. Nancy the machine caster 
argues that for her the distinction between "good" and "bad" work is 
irrelevant because she is only concerned with "production", i.e. with 
keeping her output relatively steady from day to day. Ivy has
developed neither of these strategies, and becomes increasingly
demoralised and slow.
One of the advantages of Ivy's working life Is that unlike 
"fast" workers and the women in the small figure unit she is not 
drawn into the many arguments and disputes over work which are part 
°f everday life on the shop floor (see chapter 8), However
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resents her situation and, when the moment arises, will express this 
in her lack of support for ’’scrawmers” like Irene. For example, one 
day an argument ensued between Irene, Harry and the clay department’s 
assistant manager about new regulations concerning starting and 
finishing times. New time discipline was enforced to ensure that 
workers worked to the clock and did not work through their breakfast 
breaks (as Irene and Harry had done for years). Most of the factory 
was on short-time working, and this was an attempt by management to 
respond to the shortage of orders. But Irene and Harry argued alone, 
unsupported by the others, who muttered to themselves about "these 
scrawnier«», expressing the view that these two had enjoyed high wages 
for long enough! Tightening up time discipline in this way further 
decreased the potters’ informal control over their own working hours 
- an aspect of their work which they had, resentfully, seen 
continuously eroded with the passing of the Beswicks. In this 
situation the new regulations seemed to disadvantage key workers like 
Irene and Harry, leading the others to welcome rather than oppose 
management’s further intervention in their working day.
iii) Conclusion
By discussing tho constraints and particular problems of a 
"slow” worker it has been possible to show how the workforce is riven 
by tensions and inequalities, serving at certain times to undermine 
work group cohesion. It can also be seen that slow and fast workers 
respond in different ways to the promptings of piecework, assessing 
their situation and bargaining strength in different ways. The 
differences between workers become more noticeable when there is a 
shortage of work, because differences in pay are more marked. As 
this account shows, slow workers are also under pressure but in a 
different wa, to fast workers. Hot every one is able to develop an
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efficient, smooth system of working. However in normal times, when 
work is not in short supply, the pressures are less intense.
Moreover, unlike Nancy and Irene, Ivy does not think of this job as 
"her trade", and is less committed to it. When she first left school 
Ivy worked in an office, but found she could earn more on a potbank. 
Ivy has also worked at "the Mich" (the Michelin tyre company), but 
did not like the shifts.
This is the last of the four accounts of potters and their work, 
although in a later chapter an account of a paintress' working day 
will be given. Before turning to the paintresses some general points 
will be drawn out from these detailed ethnographies in the conclusion
which follows
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CHAPTER FIVE (7)
Conclusion to the Ethnographies
i) Introduction
As these ethnographies have shown work tasks which from the 
outside might appear tedious, unskilled and repetitious look quite 
different when viewed from within. The question of speed can be 
taken as a specific illustration of this point. Two of the potters 
described here, Harry Gough and Nancy Ridgway, are both fast 
workers. However, it can be seen that being fast is not associated 
with "speed" but with the way tasks are organised. When the work 
people do is considered in detail a range of different skills, 
technical and social, can be seen to emerge. By using ethnographic 
detail in this way observations can become more sensitive to the 
specific and sometimes elusive nature of these skills. This is 
particularly important when analysing the nature of the tasks 
involved in •unskilled* work, such as that performed by many women.
The ethnographies have also shown the for each of the potters 
concerned work has different meanings. The occupation of caster, for 
example, which has a central place in the production process, enables
into their work. This sense of workers to build a sense of mastery ■“*
mastery contributes to the satisfaction which they derive from their 
work. However, not all workers have this sense of controi over their 
work. For example Ivy the sponger sees herself at the meroy of the 
"bad work" sometimes allocated to her, and is demoralised by it,
although this is not the case for all spongers in the first floor
casting shop.
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As these four ethnographies illustrate the daily work experience 
of each of the potters is very different. While Harry resents what 
he sees as the slow and continuous undermining of his established 
position, Nancy holds sway over her place as the "best" machine 
caster in the small figure unit. It is instructive to compare Nancy 
Colclough’s situation with that of Harry Gough because differences in 
expectations between women and men as potters can be brought out.
For Nancy the casting machine was her deliverance, enabling her to 
move from a bench where she was not "getting the work" (and felt 
"dirty gutsed"1 about it) to a position where she could establish 
herself in the first floor casting shop. The casting machine then 
enabled Nancy to earn more money and to prove herself as a fast 
worker able to "turn out the work". Nancy*3 return to work after 
five years away with her children was traumatic because she had in 
that time lost both her old job and the key status that went along 
with it. No longer a "Missis" Nancy found it difficult to 
re-establish herself on a new factory, and after some time she left 
Beswick, later to return when a full-time job became available.
For Harry, on the other hand, the casting machine heralded the 
end of the skilled status of caster/sticker-up because it threatened 
to take him away from his bench, and to separate the tasks of casting 
and sticking-up. Harry and Ron consider stlcklng-up to Involve the 
"real skill" of casting; casting on its own they consider to be 
"unskilled" work. Under the Beswicks these two caster/stickers-up 
had carried out the most skilled work, and their knowledge wa3 called
*Pottery workers use this term to describe feelings of anger and 
resentment which they experience as it were physically * in their 
'guts*.
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upon when production problems arose. They therefore enjoyed a close 
working relationship to Mr. Ewart Beswick and Mr. Gilbert Beswick, 
which was reinforced by their shared Methodism.
In contrast, Nancy was concerned only to "make her money" and 
establish herself so that she could ensure a good supply of work to 
her machine. Even experienced female casters like Nancy, however, 
who have in the past commanded respect and wielded authority, have 
not resisted increasing job standardisation, as male casters and 
figuremakers have. Moreover, the women in the first floor casting 
shop have changed from one job to another in the course of their 
working lives. Nancy's five sisters who were originally casters all 
became spongers, Ann Bradbury changed from dipper to sticker-up, and 
Irene the sponger was trained originally as a cup-maker. The women 
concerned have changed jobs as they have moved from one factory to 
another, accepting redundancy or the mechanisation of certain jobs as 
a fact of their working lives, adapting themselves accordingly.
Male casters like Harry Gough on the other hand consider their 
responsibilities and knowledge to be of a managerial kind, regarding 
them as components of their skill. As a maker of ’Connoisseurs' and 
'Collectors' figures with many years experience Harry stands at the 
head of the hierarchy in the first floor casting shop. Above him in 
the making department stand only the figuremakers and mouldmakers, 
Unlike Nancy, who is older than him, Harry did not undergo a seven 
year apprenticeship, and after a few weeks' training learned the job 
through experience of the problems involved. Harry's knowledge of 
the technical and practical problems involved In making fine 
ornamental earthenware is therefore both comprehensive and detailed. 
In the course of his twenty-six years Harry has dealt with a wide and 
varied range of shapes from stags to salad bowls. This has enabled 
him to understand and anticipate the problems which may arise both in
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the course of a day, and at the Introduction of a new shape. An 
understanding of the specific and peculiar characteristics of a 
certain figure such as its maximum dwelling time and weak points is 
all part of the caster's skill. Familiarity with these practical 
aspects of production and a "feeling for the clay" born of experience 
gives the caster knowledge of both a technical and a more theoretical 
kind. The ability to anticipate and deal with problems which arise 
in the cast forms part of the caster's knowledge. In the past, for 
instance, Harry would have been consulted as a matter of course about 
potential casting problems at the introduction of a new shape, while 
today it is outside managers who are brought in to deal with problems 
arising when new shapes are cast. However when informed by the 
manager of the Quantities of each figure required it is the caster's 
job to decide on the best bench layout to ensure that the output 
requirements are met. It is Harry who must pace himself and organise 
the working time available each day to suit the specifio production 
requirement of each week. These requirements are uneven and varied. 
Different shapes, quantities and completion dates are involved. This 
is illustrated in the account of Harry's working day.
Harry, along with similarly skilled casters, views the increase 
in the number of shop floor managers and supervisors (who are 
referred to by the derogatory term "white coats") since 1969 as a 
shifting of these responsibilities away from the caster and onto 
«anagement. Various developments such as the increase in the number 
of casting machines* the standardisation of both training and 
Product, and the emergence from the shop floor of ranks of female 
supervisors, have contributed towards a shift in the relationship 
between manager and pottery worker. Under the Beswicks Harry and his 
caster colleagues were treated in terms of their informal relations 
if they were independent workmen. For example Harry told me that
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he once met "Mr, Gilbert" (who had just retired) in the street, "Mr. 
Gilbert" remarked that he expected that Harry was a supervisor by 
now, and was surprised to find that Royal Doulton had not in fact 
promoted casters of his skill and experience to this new job. The 
position of the skilled, male caster has then undergone a process of 
redefinition since the days of the Beswicks, and their status has 
been in their view diminished.
The development of new management techniques is in part related 
to technical developments which, as pointed out by the Beswick 
manager interviewed in chapter 2, have enabled managers to 
specialise. For example, the problems encountered in the course of 
production have been considerably reduced both by scientific 
developments and by improvements in the supply and reliability of 
materials. The range and diversity of shapes produced has been 
standardised. Specialised management training, the ready 
availability of chemically consistent materials, and the emergence of 
a body of scientific literature on the production of ceramic ware, 
can be seen as related developments which have contributed towards a 
redefinition of the spheres of activity and responsibility of 
management and pottery worker. As a consequence the manager is now 
less dependent upon the empirical knowledge and experience of the 
potter.
11) Sexual Division in Perspective
The situation described here Is not however peculiar to the 
pottery industry. In the garment Industry studied by Coyle the 
skills of the very highly skilled men have been eroded by the 
combination of technical change and the’extensive sub-division of 
processes, with the substitution of male craftsmen by female
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machine-minders.2 in a recent paper by Cockburn which discusses
skill in relation to the printers and new technology, she argues that
while newspaper workers have improved their situation throughout the
nineteen-fifties with, for the majority, increased earnings, reduced
working hours, and a relaxation of work pressure, they still feel
"de-skilled", wanting to go back to the old processes.3 Drawing
attention to the contradictions in this situation, Cockburn comments:
"There is, however, one way in which the men have experienced 
degradation and this accounts in part for their bitterness. 
Degradation can also be measured socially..... Because the work 
is more generalised and easier, the men feel they are slipping 
perilously down the worker scale toward the general ’hand* or 
labourer..."
She further observes,
"Besides this descent to the common man, we have seen how men 
feel reduced to the level of women. ’If girls can do it, you 
know, then you are sort of deskilled, you know, really'.... Many 
compositors talk as though they feel the pull of gravity, 
levelling them down to what they see (and have always feared) as 
the undifferentiated mass of the working class: unskilled men, 
unemployed men, old men ... and women."5*
Cockburn's observations illustrate how contradictory are the issues
involved in discussions of skill, especially because of the strength
of the ideological association between 'womens* work* and 'unskilled
work*. Because of this the position of women in the workplace can
usefully be seen in ideological and historical perspective. In the
following discussion it will be seen that in the case of the pottery
industry the interests and work experience of men and women differed
markedly. It is these actual differences which feed and reinforce
the present day differences in attitudes and expectations of women
^Coyle, Angela; 'Sex and Skill in the Organisation of the 
Clothing Industry', pp. 10-26, in: West, Jackie (ed.): Work, 
Women and the Labour Market; Routledge and Kegan Paul, London 
1 9 8 2 .
3cockburn, Cynthia: 'The Nature of Skill; the case of the 
Printers', pp. 132-140 in: Littler (1985) op.cit. p.137. *
**ibid.
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and men. As in the garment trade, so too in the pottery industry,
mechanisation and job standardisation have opened up certain jobs to
women workers. This perhaps partly explains the fact that, unlike
the skilled male casters to whom I talked, the female casters did not
look on casting machines as a threat to their skill. Nancy Ridgway,
for example, welcomed the opportunity to go on a machine of her own,
despite the fact that unlike Harry Gough she had undergone a
seven-year apprenticeship. The expectations of women potters in my
experience differed markedly from those of their male colleagues.
In America as well as in Britain historical evidence shows that
in the pottery industry and elsewhere, as Kessler has argued:
" . . .  new machinery constituted the most typical reason to 
substitute women for men. Each time women entered an occupation 
for which training had become unneccessary, men saw it as an 
attack. In the pottery industry, skilled jiggermen feared, as 
they testified in 1900, that female labour operating new 
machinery would cut their wages in half and drive them out of 
the trade. It had happened they said in Great Britain, where 
the Jobs of Englishmen had already been destroyed."5
Kessler makes an extremely important point when she emphasises that
such changes offered certain advantages to women and other unskilled
workers, while working to the disadvantage of skilled men:
" . . .  women had, on the surface, less to lose from aquiescing 
to efficiency techniques. Deprived of training in saleable 
skills and denied access to supervisory positions, the larger 
majority of female industrial workers had never had much control 
over the work process as a whole. For all of its dehumanizing 
effect on workers, scientific management offered some benefits 
to those at the lowest end of the job scale."6
Whipp has argued that the woman potter in the late nineteenth and
early twentieth century was in a difficult position. Whether as an
assistant within a family work group contributing to the family
income or as a single woman dependent upon her earnings the
^Kessler, Alice: Out to Work; Oxford University Press, Oxford 
1982, p. 143.
6ibid. p.146.
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possibility of change was thwarted by low wages, insecure employment,
family commitments and the difficulties of combining with other women
scattered throughout the workshops:T
"Never reaching positions of authority or high status the woman 
potter's knowledge of the work process or comparative wage 
levels remained minimal, and handicapped even her individual 
bargaining with her sub-employer. Most women were unskilled and 
easily replaced given the local surplus of female labour during 
the period . . . Divided even amongst themselves by 
sub-employment, women could only help perpetuate rather than 
change a system which ensured their subordination."8
Major conflicts between male craftsmen and unskilled female potters 
also arose, Whipp argues, as new machinery de-skilled certain 
occupations, making them available to women, with women being paid 
half or two-thirds of craft rate.9
The breakdown of the family work group with increasing division 
of labour and the mechanisation of certain tasks worked to womens' 
advantage, freeing them from the ties and constraints which made them 
subordinate to skilled men. As we have seen in the first floor 
casting shop, although work groups are still pivotal in the 
production process, within them women work relatively Independently 
and alongside other women doing similar work, in contrast to the 
female potters about whom Whipp is writing.
7whipp (1985) op.cit, p.127.
8ibid.
9ibid. p,139. For discussion of womens' earnings for
the period 1915-31 which supports this view, see Burchill and
Ross (1977) op.cit. pp.175-6.
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iii) Family Commitments and Work
The differences between men and women can be further elucidated 
by looking at their reasons for coming to Beswick, and at the effect 
of family commitments upon female potters. The women of the first 
floor casting shop, apart from one school-leaver, came to Beswick 
either for better money, or because part-time work was available, or 
because they had been made redundant from their previous jobs. Their 
reasons for leaving their previous job and coming to Beswick are 
given below:
Doris Left job as caster to have a baby; when the child 
was three years old, Doris came to Beswick to do 
part-time work from 9.30 a.m. to 3 p.m. She has 
been at Beswick for twenty years.
Nancy Left job as caster to have children; when the 
eldest was 5 years old, and attending the local 
school in Longton, Nancy came to Beswick to do 
part-time work. Then she left and later returned 
to work full-time. She has been at Beswick, since 
her return full-time, for fourteen years.
Angie School-leaver. She has been at Beswick for six 
years.
Joyce Came to Beswick originally because she was only 
earning 13 shillings per week as a machinist, 
whereas as a sponger she could earn £2,00 per week. 
Left Beswick for 4 years to look after baby, then 
came back to do a twilight shift from 5 p.m. to 9 
p.m. Joyce now works full-time. She has been at 
Beswick for seventeen years.
Sheila Left previous job to have children, came to 
Beswick to do local, part-time work. Sheila is now 
full-time. She has been at Beswick for fourteen 
years.
Nora Just came along to see if there was a job, as she 
was made redundant from her previous one. She has 
been at Beswick for seventeen years.
Irene Irene’s previous job as a cup-maker had been 
mechanised; as she did not like it she came to 
Beswick as a sponger. She has been at Beswick for 
eighteen years.
ivy Higher wages than in an office, and she could do 
part-time hours. However, she Is now full-time. 
She has been at Beswick for eleven years.
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Ann Made redundant from previous job as a dipper, and
heard about vacancies at Beswick. She has been at 
Beswick for nine years.
Sue Better money than office work, and did not have to
work shifts as at the Michelin; part-time work also 
available, although she is now full-time. She has 
worked at Beswick for seventeen years.
Of these ten women six came to Beswick as part-time workers because
they had small children. In contrast to their male colleagues these
women have their working lives broken up by child-rearing, and return
to work part-time, often finding themselves in a situation where they
have to establish relations with a new manager, and re-establish them
with fellow workers. For pieceworkers it can take time to construct a
"key" or established position as a worker in a shop. Liiieker and
Smyth in a quantitative survey of women pottery workers found that
only seven percent had children under the age of five, and suggest
that women were unwilling to work in the potteries while their
children were small.10 It was my experience that when women who had
small children did return to work, they relied upon "nurse ladies" or
their mothers to look after the children. Like Liiieker and Smyth, I
found that almost no women used officially provided nursery
facilities, Liiieker and Smyth also found that, as in the case of
the first floor casting shop, many female employees had left at some
time to have children, or to try another job, returning later on.
They also found that the number of children a woman had affected the
hours she worked, as shown in Table 3 below.
10Lilleker and Smyth (1972) op.©it. pp.20-21.
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Table 3: Hours worked related to Number of Children (Percentages)11
No. of Hours Number of Children
worked None 1 2 3+
Full-time (40) 74 40 41 47
35-39 8 6 8 6
30-34 11 30 31 29
25-29 2 17 5 12
20-24 5 7 5 6
TOTAL 100 100 100 100
N242 N63 N39 N 17
However, their male colleagues in the first floor casting shop have 
not had their working lives disrupted in this way. Their reasons for 
coming to Beswick are given below:
Was made redundant from his Job as an apprentice Joiner 
and came to Beswick as a caster. He has been at 
Beswick for five years.
Came to Beswick on his return from National 
Service,because his previous Job as an apprentice 
mouldmaker was no longer open so he came to Beswick to 
cast. He has been at Beswick for twenty-six years.
Started from school as a "Lad" at Beswick, and was 
eventually trained as a figuremaker. He has been at 
Beswick for thirty-nine years.
Of course it is not possible to generalise from these thirteen
accounts about men and women in the pottery industry. Nevertheless
they do draw attention to the effect of child-rearing upon women
workers, giving a view of the different working lives of men and
women which is supported by the data of Lilleker and Smyth cited
above. In making these concluding remarks discussion has turned to
other industries and to historical material about the pottery
industry, in order to bring out the underlying nature of the
differences in skill, work experience and expectations of men and
women. These issues are further complicated by the case of the
Paintress to whom we will turn in a moment, for unlike women potters
^Source: Lilleker and Smyth (1972) op.eit, p.27.
Stanley
Harry
Ron
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the paintresses are skilled workers who work in all-female shops. 
Paintresses have never worked as assistants to men, and for them this 
segregation has proved a strength and an advantage. As we will see 
even within this single industry, on this one particular potbank, it 
is not possible to talk in general terms about "women workers" or to 
identify common interests between different occupational groups on 
the basis of sex. In the clay end, despite the differences noted 
here, women spend their working lives with men, with whom they have 
more in common in terms of shared work experience than with the women 
who work in the painting shops, on the same potbank. We now leave 
the potters of the clay end (to whom we return in later chapters) and 
look at the very different working lives of the paintresses.
189
PART III
SKILL
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CHAPTER SIX
Becoming a Paintress: womens* changing experience of training 
1) Introduction
"I was the first one in our family to go in decorating end and 
they thought I was a bit stuck-up. My sister was in clay end as 
a cup-handler and I had used to walk off factory without her, or 
wait for her to leave before I left, though she said "If it 
wasn't for me you wouldn't have anything to paint." They were 
much freer in the clay end - had more to do with the men - we 
thought we were one up."1
The narrative now moves on to cross the boundary which marks the 
social, territorial and moral division between paintresses and 
potters. The world of the potters will be left behind while the 
all-female painting shops of the "decorating end" are considered.
The argument about sexual differentiation raised earlier can also be 
developed by crossing this boundary. The occupation of paintress, as 
the name itself implies, is at Beswick an all-female one. Although 
there are two male 'paintresses’, both of them are sons of women who 
work in the decorating end. Despite their presence the atmosphere in 
the painting shops is exclusively female. The paintresses, as 
skilled workers, offer an opportunity to study a type of woman worker 
rarely encountered in the literature. In addition it will be shown 
that the sexual segregation of this occupation and the female 
character of life in the painting shops serves as a strength rather 
than a weakness for the women who work there. The argument developed 
in the following two chapters begins with a study of training because 
this is central to the way the paintresses discuss their work, assess 
their skill, and differentiate amongst themselves. As in the earlier 
ethnographies, the effeot of changes in the production process will
^Interview with Mrs. S. Rowley, June 1931.
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be considered. Before looking at womens* changing experience of 
training, however, an account of a paintresses’ working day of the 
kind presented for the potters will be given. Despite their 
differences it will be seen that potters and paintresses have certain 
things in common; for example both are pieceworkers and are subject 
to similar pressures.
2) The System of Working
There follows a description of the working day of a paintress. 
The work which a paintress doe3 is very different to that of a 
caster, sticker-up, or sponger. Paintresses do not have to organise 
their day in order to take responsibility for meeting production 
deadlines as casters do, for example, because they can only paint 
what has already been made earlier in the production process, in the 
clay end. There are two main painting shops, In the one considered 
here the paintresses* working day is more flexible and social for 
reasons discussed below. Social events extend from chats with the 
other women on the way to fetch work, to the "dressing-up** ritual 
which takes its most elaborate form in this particular painting shop 
(see chapter 10). As the account of the working day will illustrate 
this paintresses does not have to "stick at her bench" in quite the 
same way in order to "make her money", as do the workers of the first 
floor casting shop.
The manager has a list of available work, and the paintress 
selects her next "job" from this list. On this particular morning 
(17/11/81) Rita has small ’Henry V i l l a 1 which have a piece-rate price 
of 70 pence for ten. In the morning (8.30 a.m. to 12 noon) Rita 
Paints a particular part of 180 of these small character jugs, The 
Henry VIII is "good work", and Rita explains that she can usually use 
the® to "pull me up for the bad work", and that when it is good work
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"you want to get through it as quickly as possible" (to take 
advantage of the opportunity to earn "good money*). In this 
particular case however the paintress who did the previous part of 
the jug (the flesh) mixed the paint with turpentine to thin the 
colour, and used no oil. The "flesh" colour has dried very dark and 
as a result it is difficult for Rita to apply paint on to it.
Rita works with 60 Henry VIIIs on a board in front of her on the 
shelf on her bench. At this time paintresses in this particular shop 
still fetched and carried their own boards, although soon after they 
"downed tools" in an attempt to have the system changed. They were 
successful and now the work is placed on trolleys, which does away 
with the heavy lifting.
At 12 noon Rita cleans the paint she has been using off her tile 
and washes her brushes in turpentine to prepare for the next lot of 
work. Then she has a cigarette.
At 12.18 she goes to the office again to get more work. Rita 
does not know what is available, and at 12.27 comes back to her bench 
having selected a small "Had Hatter". On the way back she chatters 
with another paintress who had told her that it is quite good. Rita 
says "There was quite a lot of choice but nothing any good". On the 
small Had Hatters she paints the "hair" and the "dormouse"; they are 
priced at 74 pence for 10. The last board of Henry VIIIs are taken 
back to the stillage, and Rita then fetches a board of Mad Hatters.
At 12.28 Rita goes to the colour store at the bottom end of the 
shop, taking her tile and palette knife on which to carry the 
powdered colour (brown and gold), which she will mix at the bench. 
Before starting to mix the colour she calls on the supervisor from 
whom she needs some technical advice. The supervisor sits at the 
bench while Rita stands at her side and watches over her shoulder.
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When the dinner buzzer goes at 12.30 p.m. Rita picks up one jug 
and starts painting "just to get the feel of it. Think they'll be 
alright Liz. Just simple, no mither [fuss]. I'm going to work 
until 12.45 then the water will be hot in the canteen" [for her tea]. 
At 12.40 a woman (who used to work at Beswick's) comes into the 
shop with a large plastic bag full of knitted toys. These toys are 
very popular as Christmas presents; those in the plastic bag have 
already been ordered, selling at £1.40p each.
Further down the shop another paintress has brought in some baby 
clothes which she buys at the mill in Leek. Rita buys from her a 
velour top and jumper for £2.25p each for "my baby" (her brother’s 
son), then she comes back to the bench to finish painting.
The water machine in the canteen is not working and so Rita has 
to go into the adjoining Beswick shop to fill her two flasks* She 
has her "dinner" at the bench - cucumber and salmon paste on two 
slices of bread and butter, a chip from Sheila's plate, and a cup of 
tea, and starts work again at 1.10 p.m. By 2.45 one board of 60 Mad 
Hatters has been completed, and another 60 have had their "hair" 
painted. In between Rita has eaten half an apple, and been to the 
nurse to have her back rubbed. "I told her I'd pulled it this morning 
stretching [to take a board from the stillage] but I don't know if 
she's written it in the book or not".
Looking forward to the evening Rita say3 "I don't know what to 
have for tea tonight, so I'll say to Graham 'what do you think?*, and 
maybe have cheese and eggs or beans, or something that's pretty 
quick. I've got my ironing tonight - wash my hair and have a bath,"
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During the afternoon Bita talks about her fear of being on her 
own in the house, and other personal problems. At 4.40 we have a cup 
of Bovril. By 5.37 Bita has finished the third board of Mad Hatters, 
she cleans off the colour and washes the brushes as before. The 
day’s piecework earnings are as follows:
180 small Henry VIXI at J O p  for 10: morning total * £12.60 
180 small Mad Hatters at 74p for 10:afternoon total » £13.32
Day’s piecework total * £25.92
For Rita this ha3 been a good day, with good work. Good days such as 
this "pull her up* for the bad days when her piecework earnings may 
drop by several pounds. But Rita is a good paintress, 
Wedgwood-trained from school, with many years of experience. 
Paintresses, like potters, differ a great deal in their earnings, 
both from week to week and amongst themselves, as comparison with the 
weekly wages on pages 246-7 will show.
3) Training to Become a Paintress
The characteristic features of a paintresses’ training are
described in this section from personal accounts, and used to
establish a background for later discussion of skill. This
discussion begins with a description of her early experience of work
by a paintress, Mrs. Hall, who trained in the early 1950's:
"I just went along with ay mother. Mothers always took you in 
those days. My mother wanted me to be a dressmaker but I didn't 
want to and so mother took me to Copeland's. You got a good 
training there. It was a good potbank. My mother asked at the 
Lodge for the manager over the painting shop and we went in a 
little office and he Interviewed you. He asked me if I was 
interested in painting - I didn’t like school but liked 
needlework, painting and games. It was a great place to work 
for - very strict * a good training. The "Trimbles* trained us. 
But I’d done some painting before. I used to go on a Saturday 
morning to a potbank -it was freehand painting, on the side of 
the canal. A little potbank sinking into the canal - Carlton’s 
it was. I painted a little tiny pot with a flower and leaves and 
a little tiny border - you had to paint them on from nothing. I
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can't remember if my mother paid but you could go and see if 
painting was in your fingers in case you wanted a job there.
So, I took this little dish with me to Copeland's and he [the 
manager] was very impressed. With it being freehand it was 
harder to do than enamelling and he said I'd got it. I wore a 
dress I'd made in brown and green with covered belt and buttons 
- a loose weave pattern - a Sunday special dress, my mother was 
very proud of it and didn't want me to go on a potbank, I wish 
I'd taken her word now because I love painting but I still wish 
. . . Started work on a Monday. Left school on Friday and 
started on the Monday at eight a.m. They gave us a plate it was 
called the Peacock Plate, and it was china, and we had to sit 
there and mix paint to get the feel of the paint and the palette 
knife going together, and how to mix fat oil - they didn't have 
thinners then. We had to do lines and dots and feel the way of 
the brush and different brushes. Then they fired it and gave it 
to us to keep.
There was a training shop, just for trainees, with about 
fifteen or twenty girls. We sat on a long bench by the window 
all along the shop. Well, the girl next to me I got close to, 
we are still friends now. We went everywhere together after 
that. She's in Sheffield now. Hadn't seen her before. The 
Trimble sisters would show you -supervisor walked up and down 
behind you - and all she did was show you the job in turn and by 
the time she got to the end girl she would start again, and that 
was all she did all day. If you wanted her you put your hand up 
or went to her very quietly. You had to be much more disciplined 
at work than at school. My first week’s wages were three or 
four pounds I think. The union woman used to come and collect 
it [the union subscription] from your house. You didn't have to 
be in the union. There was a lot of people in my area she 
collected money from.
It wasn't like it is now - you were learning all the time - 
things like shading - there was a lot of shading then, not like 
now, The money was better then, you weren't so pressurised, and 
the bosses used to cane round every week to look at your work.
It was as though they had more time for you."2
This short account illustrates several relevant points. As was usual
in the early 1950s the aspiring paintress was taken by her mother to
see the manager of the decorating department. Once at work the
trainee paintress was in effect under the supervision of the
"Missis", the shop's manager, and also her own mother. The mother
would assist management to maintain and enforce discipline either by
being called onto the potbank In the event of trouble, or by
Punishing the girl when she got home from work.
^Interview with Mrs, Joan Hall, November 1931.
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It can also be seen that the manager’s assessment of an 
Interviewee’s potential as a palntress was based on a notion of 
having a skill "in your fingers". The "Missis" or manager would give 
the young woman a plate to paint and, paintresses claim, would be 
able to tell almost immediately whether the basic ability was there. 
Even today when assessment at the interview stage involves more 
sophisticated methods (such as psychological tests of co-ordination 
and dexterity), emphasis is still placed on an interest in art, and 
applicants are encouraged to take along their paintings or sketches. 
Underlying this emphasis on natural artistry was the belief, which 
still has force today, that good paintresses are born to their work. 
When the heroine of Anna of the Five Towns sits for the first time at 
a gilder’s bench and skilfully decorates a saucer's edge, she remarks 
with pride, "I felt I could do it . . .  My mother's mother was a 
paintreas, and it must be in the blood."3
Paintresses, already possessed of some artistic skill, learned 
to paint pottery by repetition and imitation. They were given a 
glazed plate (a flat smooth non-porous surface) to which they applied 
paint and wiped it off again. The "Missis" stood beside them at the 
bench and showed them, with few words of explanation, how to mix 
colour, and how to apply paint in smooth brush strokes. The trainee 
watched the "Missis" and then attempted to copy the technique, 
learning amongst other things to "shade", that is to apply paint in 
one stroke from light to dark. This technique was widely used to 
represent flower petals and leaves. At the end of her training the 
plate was fired and given to the young woman to keep.
^Bennett (1934) op.cit. p.112.
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Pottery factories differed a great deal in the quality and 
duration of the training provided. Mrs. Hall's mother took her to 
Copeland's because "you got a good training". Copeland, along with 
Minton, Wedgwood, Ridgways and Royal Doulton provided not only a 
rigorous technical training but also relatively good working 
conditions. For example, Mrs. Hall did not apply for a job at 
Carlton Ware (a now famous name whose ware has become collectors' 
items) because locally it did not have the reputation and prestige of 
Copeland. While there existed hundreds of different potbanks, those 
with a locally-recognised high reputation number at the most six or 
seven. As later discussion will show paintresses are well aware of 
this difference and, amongst themselves, assess their social status 
accordingly.
There follow by way of further illustration three accounts by 
paintresses, trained in 1931*» 1945, and 1964. Despite the difference 
in attitude of the 1960's group to the authority of the "Missis", 
these three accounts clearly illustrate what is termed here a 
customary training. Mrs. Roley, who began her training in 1934, 
started at Copeland's in a room with about forty other girls, as did 
Mrs. Hall.
"It was quiet and you worked agin Cnext to] wall and had to ask 
for the key to go toilet. You always had to wear an apron.
There were two "Missises" (both unmarried) known by the girls as 
"the Trimble Twins* (they were sisters), Miss Trimble and Miss 
Trimble! I found it strange and frightening at first but I had 
about four schoolfriends there with me. One "Missis* supervised 
the young girls, and the other. Miss Alice Trimble that was, 
supervised the married women. To Miss Trimble the trade came 
before anything else - we hated her! We weren't allowed to mix 
with the married women, and the single girls worked in a 
separate shop»"**
4Interview with Mrs. Sylvia Holey, June 1931*
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A paintress' tools consisted of three different brushes (a "shader", 
a "fine" and a "thick" brush), a palette knife for mixing paint and a 
tile to mix on. When the girl3 were sixteen, after a year or so's 
training, they were put "on piecework in biscuit". They now sat not 
in a line facing the wall, but four at a bench "with nothing between 
us" (unlike the present bench system). The girls took it in turn to 
go "to the grinding place" to fetch oil, rags and colour. The woman 
who worked in there was "getting on" and she knew all about colours 
which she used to mix, and grind in something like a pestle and 
mortar. All the young women did errands as part of their training - 
it was their duty to fetch things for the older women: "As you got 
older you knew you were getting older by the stages that were coming 
up. You knew your duties were getting less."
Mrs. Holey was a "neat and tidy paintress" and so along with 
some of the other trainees she was sent to the Art School at Stoke 
Library on Wednesday afternoons and Monday evenings. At Art School 
they learned to paint cups and saucers freehand, "We took it as a 
Joke - we just wanted to get off the firm!" Nevertheless, these young 
paintresses had expectations that one day they would paint the rich 
and heavy fruit patterns for which Copeland was world famous. It was 
skilled and difficult work. " It was beautiful to watch them doing 
the fruit and to think that one day you would do it too . .
There were several painting shops on the factory, one of which 
was called the "Churchill Shop* by the women because it had a picture 
of Churchill on the wall, This shop housed the "very old women, and 
we didn’t go in there because the work they did was so lovely that we 
daren’t breathe,"
Mrs. Marjorie Cartlidge whose account follows, trained as a 
Paintress at Beswlck straight from school, Plate 8 shows a group of 
Beswick paintresses in 1951»
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Unlike Copeland, a much more prestigious and larger potbank, 
the discipline was not quite so strict and the young trainees were 
not segregated in a separate shop. However, there remain great 
similarities between this account of training and previous ones of 
paintresses trained elsewhere.
"I started on Beswick’s in 1945 just after the War had ended, 
and I was one of the first intake of new youngsters. I had 
wanted to be a nurse but my mother thought that being a 
paintress was a better job and she knew a neighbour of ours who 
worked here and she told us about the job. But I always liked 
painting and for about two years I went to night school in a 
room above Longton library and did painting and sculpting. At 
the time I only lived ten minutes walk away from Beswick’s and 
so the job suited me. I think, looking back, that my first 
impression was that the women worked very hard on piecework, and 
to me after school it seemed a long week doing five and a half 
days. It seemed more strict than school somehow and me and a 
friend, who still works here now, found it really hard just 
sitting still in our seats all day. But there was a nice 
friendly atmosphere in the shop and we used to chat to the 
married women and they would give us a few tips if they saw us 
having problems painting.
There was only one decorating shop then with about 30-40 
women in it including the trainees. There was a lovely lady 
called Miss Holmes who trained us and although she was quite 
strict she called us "the girls* and treated us like one of her 
own family. A very religious woman Miss Holmes was and she used 
to go to the Bourne [Methodist] chapel along Stone Road, as did 
quite a few of the people who worked here. Miss Holmes would 
sit at the bench and paint and we would watch her and then have 
a go ourselves. The trainees - us girls - visited Miss Holmes 
on her birthday every year right up until she died not long ago.
For the first month or so the trainees painted on a plate 
with just one colour, learning shading and tracing. I liked 
working in colours and I used to think how boring to be a gilder 
[gilders only work in gold]. I am not exactly sure what the 
wages were then but I think that at fourteen I was earning about 
eighteen or nineteen shillings a week, and by the time I was 
twenty-one I was on quite good money. In those days the union 
representative would come round and ask you if you wanted to 
join the union. It was not compulsory then but as J remember it 
he used to stand by your bench until you said ’yes'. Most 
people joined, I think. It was nice to be earning your wages 
and when ’nylons’ first came out in about 1948 I used to go with 
a friend over the road to the market and treat myself to a pair 
at a pound a time! It was a real luxury then.*5
^Interview with Mrs. Marjorie Cartlidge, February 19S1.
201
The next account is taken from an interview with Mrs. Jeynes, who was 
born in 19^9, and started at the age of fifteen at Copeland's potbank 
in a training shop with several other girls aged from fifteen to 
seventeen:
"The first thing we learned to do was to work with one brush and 
get used to mixing colour with a palette knife on a tile. We 
had a "Missis" and she was very strict. It was like being in 
school again, and when she left the room we used to go wild!
But in the end we made it that uncomfortable that our "Missis" 
left. She hadn't any children and she really was very strict. 
One girl who had a bad temper » she used to be the same at 
school - jumped at her with a palette knife. She wasn't a bad 
girl or anything . . . they just gave her a cup of tea."6
The girls spent a lot of their time putting red colour on to an "on
glaze" plate. Once glazed the clay is no longer porous and the paint
can be wiped off with turpentine, so the paintresses could practise
over and again on the one piece of pottery. Mrs. Jeynes remembers
that she was "up to your elbows in red colour by the time you'd
finished!". Until the girls were able to paint the hardest shapes
they were not allowed to "go piecework". Once they could paint this
pattern - "Gainsborough or Reynolds it was called - there was a lot
of shading" -usually after about twelve months, they were "broken in
slowly to piecework". They were given a mixture of easy things,
which they did on piecework, and difficult things, which they did on
"day wage". Then, after about two years, they went on piecework
proper. About 1969 (as Mrs. Jeynes remembers it), some five years
after her training had started, a lot of the work done by the
freehand paintresses was transferred to slide-on lithographing,
although there was still enough work for the paintresses, The
pattern could now be applied by lithographic transfer by a process
^Interview with Mrs, Lynne Jeynes, July 1982.
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far more sophisticated and simple than the traditional transfer.7 
Mrs. Lovatt, the woman sitting next to Mrs Jeynes at the time of the 
interview, also trained at Copeland's. However Mrs. Lovatt (who 
trained during the Second World War) had been known as an 
"apprentice" and her training lasted for seven years from when she 
was fourteen.
Paintresses place a great deal of importance on their early 
training, and in interviews at the bench they refer often to their 
"Missis" and to their experience of the discipline of the training 
department. It is during this period of training that they learned 
both to paint and what was expected of them as paintresses. They 
were trained and expected to behave as the skilled artists of the 
potbank, socially superior to the potters of clay end.
Under a customary training the young women spent only a part of 
their time learning to paint because they had duties to carry out for 
the trained paintresses. The methods which were used to train them 
drew on the skill of the "Missis" as a freehand paintress whose task 
it was to pass on her talents to the trainees. They learned not only 
to paint and to carry out duties but also how to conduct themselves 
as paintresses. They were expected to be quiet, disciplined, and not 
to mix with men or clay end workers. Theirs was a training in 
respectability. Around them they could see women whose training had 
equipped them to paint beautiful and intricate patterns, and the
^Without doubt the widespread use of slide-on lithographs brought 
about a major change for the paintresses (as well as for the 
transferrers), because it made their specialist skills redundant. 
However, the timing and extent of Its introduction on different 
potbanks, and its effect upon paintresses, could well form the 
subject of a further study. I simply wish to emphasise that in 
Interviews I have come across no paintresses who resisted this 
development. Their response was either to become lithographers or to 
move to another potbank which required freehand paintresses. It is 
for this reason that many of the paintresses discussed here came 
Initially to Beswick.
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trainees expected that in time they too would possess these skills.
As they grew older their freehand skills developed, and their social 
position on the potbank became that of a skilled paintress, Age 
brought with it greater skill based on experience, and a position 
distinctly superior to that of the new trainees. The potbank marked 
out the limits and possibilities of their expectations for the 
future, and held out to them an image of what they were to become a3 
skilled workers and mature married women.
Interview material has been used to provide a background picture 
of the type of customary training undergone at the leading "best 
practice" firms,8 a training in both craft skills and in respectable 
behaviour. However, although potbanks differed in their training 
methods, all paintresses acquired a3 part of their training those 
characteristic features of social status and respectability which set 
them apart from clay,end workers.
4) A Specialised Training Today
Paintresses today receive a more specialised training, and their 
relationships with older women and supervisors (who have taken the 
place of the "Missis") are less formalised and disciplined than under 
a customary training. The training is more task-oriented and 
supervisors are themselves specially trained to explain the 
procedures involved rather than simply drawing on their own 
knowledge. Training methods have been the subject of time and 
motion analysis and of modern theories of management and supervision. 
The trainees I observed at Beswick did not carry out any "duties" as 
part of their training, although on another local potbank a friend
®Some of the leading potbanks were recognised as setting the standard 
regarding proper or "best" working practices, as for example in the 
introduction of new machinery, or the adoption of health and safety 
at work procedures.
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who trained in 1977 was expected to do so and for example did not
interrupt if the older women were talking. As with many other
changes in the pottery industry those affecting training are uneven,
differing even within as well as between potbanks.
At Beswick the figures which the paintresses decorate continue
to be made under a labour-intensive system, which has nevertheless
been subject to considerable reorganisation. Beswick produces a
specialist product which, being of non-uniform and uneven shape, has
not been suitable for adaptation to machine production - the animal
figures and character jugs are still hand-painted and aerographed.
However the production process has been organised in a way which
standardises the range of figures to be painted, and calculates
piecework price and output by modern methods of work study.
Brief reference to the paintresses’ changing work experience
underlines this point. Mrs. Cartlidge, the Beswick paintress trained
in the mld-1940s, painted: *
". . .little sweet trays which was shading - and dogs and salad 
ware and vases. There was a little dog with a ladybird on its 
tail - or nose? And we did Romeo and Juliet and Shakespeare 
plaques - a big range with twenty five colours all underglaze. 
There was a Falstaff and Hamlet tankard - very popular that was, 
and very interesting work. There used to be a lot of work you 
could get wages on and work you couldn’t. When they priced the 
work they didn’t take into consideration what went into it, just 
put a price on it.”9
In the mid-1960s Mrs. Hopwood who had originally been trained 
elsewhere, came to Beswick and retrained on five Beatrix Potter 
figures - "Flopsy Mop3y, Old Mr. Brown, Tabitha Twitchett, Anna 
Maria, and the Old Woman in a Shoe. I still do these five but 
all-in-all there are about twenty-six Beatrix Potters [which are 
painted] on-glaze.” Product standardisation was well underway then 
by the mid-60s, although in comparison to today the range of Beswick
I^nterview with Mrs. Barbara Hopwood, July 1981.
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item3 was wide and varied, including ornamental figures, vases, and 
tableware. "Time and Motion" had introduced changes in the way 
prices were set which meant that the traditional methods of barter 
between worker and manager could now be based on more precise 
calculations of the effort involved in the decoration of a particular 
piece. Output also increased, with paintresses being asked to apply 
what the decorating manager termed "psychology" to their work, by 
which he meant that simply by changing their expectations of how many 
pieces per day they could paint, their output would increase. This 
was effective, however, because as one paintress explained to me her 
output nearly tripled although she was not aware of changing her 
technique of painting. Her manager told her that it could be done 
and although she resisted at first, the price she was paid for the 
particular piece was calculated for the higher output. This 
motivated her to increase her speed in a way which she had not 
thought possible before. The shop's layout has also been 
^reorganised, as have the benches themselves, to make the paintresses' 
efforts less wasteful and more effective. Their social life has been 
constrained by putting a board along the centre of each bench so that 
it is more difficult to talk to the person opposite. See for example 
Plate 9, which shows Beatrix Potter paintresses at their bench today, 
and compare it with Plate 8 above.
Before going on in the next chapter to examine the effects of 
these developments for social relations, a sociological definition of 
skill will be outlined. This is n e o essary because paintresses do 
not talk in an analytical way about their skill. The aim is to break 
down the elements involved by situating the analysis in relation to 
the type of product, industrial situation and idiomatic definitions
of skill.
206
Plate 9: Beswick Paintresses at Their Bench in 1982
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The abstract classification presented below summarises material 
on skill collected by interview and observation. It should be made 
clear that paintresses talk of their skill in terms of the "artistry" 
involved, and I have never heard any of them use the term "craft 
skill". Even enamellers, who have not been trained to paint freehand 
but only to fill in an outline, and who have no other interest or 
aptitude as artists, will emphasise the artistic aspect of their 
work. Although they work on a factory paintresses view their work as 
artistic and as requiring more intelligence than factory work proper. 
Some paintresses are however extremely gifted artists, and there are 
those amongst the Beswick paintresses who are skilled in painting 
freehand pictures of fruit, flowers and country scenes onto fine 
china ware.
However, despite changes in the production process of decorating
which are now common on almost every potbank, it would be wrong to
assume that customary aspects of training and of relations between
young and old no longer have force. In 1976, for example, when
Melanie Lovatt started work as a paintress at Coalport (part of the
Wedgwood group) her experience did not differ a great deal from that
of a girl starting in the 19*103:
"When I first started at Coalport at sixteen I started at llite 
end. The attitude was we were juniors we did as we were told, 
fetched, "yes", "no"! First job I'd had, didn't know any 
different. Older women were nice, but if you spoke to them you 
spoke properly. We fetched all the breakfasts, and no radio and 
couldn't dance or swear! And wouldn't butt in if they were 
having a conversation - just generally get your head down and 
work."^
At Beswick too, more recently, in 198*1 one young girl (on a Youth 
Training Scheme) complained to her friend that the older women she 
sat with were making her life a misery, and that she could do nothing 
right. Older women are still a means of enforcing discipline on
^Interview with Mrs. Melanie Lovatt, April 1933«
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younger ones - one girl who was noisy and very lively was put by 
management on a bench with six older women so that, as she explained 
it, "I had no choice but shut up!" In the relations between young 
and old customary notions of discipline and authority still have 
force. In interviews older paintresses have commented, while 
describing their training, that they often wonder how they ever 
learned to paint given that most of their time was spent clearing up, 
fetching ware, and carrying out errands for the older women.
5) The Skill of the Paintress
In the following table I attempt to set out a sociological 
classification of skill. Section 1 refers to aspects of technical 
skill which paintresses mention from time to time, but which they do 
not emphasise as much as the element of "artistry", while section 2 
summarises the way paintresses define and classify their skill. 
Section 3 brings out the elements Involved in the industrial 
situation within which the paintresses work.
When referring to someone as a "good paintress" it is implied 
that she is both "fast" in terms of output and highly skilled as a 
craftswoman. Paintresses also have a notion of "having the skill in 
your fingers", and of work "going through your fingers", which 
expresses the relationship between craft skill and piecework. A 
"good paintress" then, like a good potter, is someone who "can get 
the work through their fingers" with ease. Here ideas of speed, paoe 
and quality of work come together, illustrating perhaps the way 
long-established habits of piecework have been incorporated with 
notions of "artistry".
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The following analysis can then be seen as a sociological commentary 
upon the skill of the paintress:
1) Technical skill - Knowledge of colours; of mixing, applying and
the various conditions of heat, damp, and 
firing which affect the colour; discipline; and 
ability to copy; technique, dexterity, 
versatility, freehand skills;
2) Social Skill - Type of training - i.e. enameller, freehand
paintress, gilder, underglaze, on-glaze, 
freehand gilder; reputation and prestige of 
pottery factory; religion;
3) Piecework Skill - Output i.e. speed, pace, stamina and ability
to combine these with quality; tactics 
regarding allocation of work;
Both artistic and industrial aspects of a paintresses* work have to 
be taken into account. To focus simply on one of them would distort 
the analysis, and present a very limited definition of skill.
Beswick produces a craft product on an industrial scale and this has 
important consequences for the paintresses concerned. It is 
imperative that they are able to combine their artistic skill with 
speed. In common too with the workers of the clay end, paintresses 
have to pace themselves, and use their time effectively. As 
pieceworkers then paintresses and potters are subject to similar 
pressures.
The technical skills of each paintress may also vary. This 
variation is not simply a product of training but also of individual 
ability. Some young women are already accomplished artists and may 
have little difficulty taking to the work, A paintress* actual 
skills may have been acquired in a relatively short time as compared 
to the total length of the period of training. Even paintresses who 
were trained to do the most complicated freehand work may have 
acquired their skills in twelve months, while their training lasted
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for two or three years depending to a large extent upon the firm’s 
need for qualified workers. Some paintresses for example cannot 
paint "eyes", a delicate and difficult task. Freehand paintresses 
trained to decorate expensive tableware have a technique similar to 
the artist proper, as they are able to copy a pattern onto a blank 
plate or cup without the assistance of outlines. Any paintress 
trained in this way would be able to paint "eyes”. On the other 
hand, women who trained as enamellers were taught to fill in printed 
outlines on pottery, so although they are trained paintresses their 
technique is not as sophisticated as that of the freehand paintresses 
proper. Lilleker and Smyth made a study of women pottry workers and 
attempted to find a way of measuring skill. However, they 
encountered problems because of the differences in quality of product 
on different potbanks. On one many months of training would be 
needed, on another, where the task3 of decorating had been 
mechanised, only a few weeks. Given the inadequacy of conventional 
measurements of skill they sought a new one - length of training - 
but found that on different firms the length of training for the same 
job could vary from five days to six weeks.1\  My own survey material 
shows that of over 120 paintresses in the two shops, only one of them 
trained for less than three months, and only one for as long as seven 
years. Their training varied from nine months to three years, both 
within and between different potbanks. Some paintresses went "on 
piecework" before their training period had eneded. This material 
suggests that the majority of the paintresses with whom we are 
concerned underwent a relatively long training.
^Lilleker and Smyth (1972) op.clt. p.23.
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Having broken down the elements of the paintresses’ skill in 
this way, changes in the work situation can be summarised. Generally 
speaking these can be identified at four related levels. First, the 
increasing standardisation of product range has lead to the 
standardisation of the actual skills required to decorate the ware. 
Second, the great increase in theoretical and technical knowledge of 
pottery production has lead to the development of much more reliable 
and chemically consistent colours which, in conjunction with related 
developments in glazing and firing, have given the paintress greater 
control of her medium, making her less reliant on empirical 
knowledge. Third, the output of the paintress has greatly increased, 
while so too have the piecework pressures upon her. Fourthly, as in 
the clay end, shifts have occurred in relations between young and 
old, trainee and supervisor, and between employees and supervisors. 
Technically and socially the skills of the paintress have been 
altered subtly as the production process has been reorganised over 
the years.
As this discussion of the skills of the paintress has shown, the 
elements involved are complex and the interconnections of technical, 
social, and piecework skills are subtle. When talking of managers or 
supervisors amongst themselves, assessing how good their "bosses* are 
at their job, paintresses place great emphasis on the type and range 
of technical skills of those concerned. So it is not possible in the 
eye3 of the paintresses to be a "good* supervisor and also a "bad" 
paintress. One new manager who had previously worked at a mechanised 
tableware factory (where there wa3 no handpainting} and who could not 
paint, was felt by the paintresses to be unqualified to manage them. 
They resented any criticism of their work which he made - "He can't 
paint!" they would say, summing up all that they felt was wrong with 
his approach, his lack of understanding of them as paintresses and
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the technical problems with which they often had to deal. As we will 
see in the next chapter paintresses also differentiate amongst 
themselves on the basis of their training and their technical skills.
6) Conclusion
In the chapter which follows the points arising from this 
discussion of skill are developed further. We have seen that 
paintresses distinguish between themselves on the basis of training, 
skill and speed. It has been suggested that early work experience 
and training are crucial in establishing expectations, and notions of 
discipline and respectability, as well as inculcating technical 
skills. Emphasis has also been placed upon the increasing 
specialisation of production which has undermined various 
dimensions of a customary training. In the following chapter we will 
see that the tension between paintresses trained at different periods 
by different firms gives rise to competing definitions of skill and 
status, which are subject to redefinition over time. These tensions 
have effects for social relations at work on many different levels, 
drawing attention to the fact that even within this particular 
occupational group the women workers are differentiated in a number 
of ways, classifications of skill playing a crucial part in the way 
they view each other and identify with their own shop.
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CHAPTER SEVEN
Competing Definitions of Skill Amongst Paintresses 
1) Introduction
"Anyone who has visited Elmdon soon discovers that simply living
there does not make one a village person."1
The point Strathern makes for the village of Elmdon can also be made 
for the painting shops of Beswick - simply working there does not 
make one a "Beswick paintress". As with the villagers of Elmdon whom 
Strathern differentiates into family types,2 so too can the 
paintresses of Beswick be differentiated according to a typology of 
skill, based not on place of birth but on place of training.
In the previous chapter a sociological classification of skill 
wa3 outlined in order to provide an analytical way of understanding 
the paintresses' descriptions of their early work experience. In 
this chapter I want to develop this ethnographic approach to the 
question of skill, its social dimensions and meanings. The two 
painting shops will be described and their respective histories 
outlined, and discussion will then go on to look at recruitment, 
workshop composition and training. The latter argument extends 
earlier discussion of training methods, showing how paintresses 
differentiate between different firms, assessing their social status 
accordingly.
^Strathern, Marilyn: Kinship at the Core; An anthropology of 
Elmdon, a village in north-west Essex in the nineteen-sixties: 
Cambridge University Press, Cambridge 1981, p.3.
2ibid.pp.24-34.
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2) The Two Painting Shops
The Beatrix Potter shop is an original part of the John Beswick 
factory and its workforce generally refer to themselves as "Beswick 
paintresses". Over the years the shop has more than doubled in size 
from an original workforce of about thirty to over seventy 
paintresses in late 1983. Until 1980 the shop was supervised by a 
respected Methodist whose influence on work discipline is still 
apparent. This shop is much quieter than the character jug shop - 
partly because the paintresses do not have to move about to collect 
and return boards of work, and also because the work which they paint 
all-through requires greater sustained concentration than for 
character jugs. All the small animal figures (made in the first 
floor casting shop) are painted here - the Bunnykins, Beatrix Potters 
and the Beswick range of birds.
The character jug decorating shop, on the other hand, was 
created by Royal Doulton in 1969 when production of character jugs 
was transferred from the Nile Street, Burslem, site to the newly 
acquired Beswick factory in Longton (see Plate 10), The history of 
its emergence as an independent painting shop is such that from its 
earliest days the character jug shop has suffered a confusion of 
identity. The paintresses are supervised by staff trained originally 
as freehand paintresses at Royal Doulton's factory in Burslem, and 
the shop’s manager was also transferred from there. The character 
jugs are back-stamped with the prestigious Royal Doulton label, but 
the shop itself is situated at Beswick.
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The sixty or so paintresses who decorate the character jugs are
then in a rather contradictory situation since they work for Beswick
painting a Royal Coulton product yet, unlike the paintresses in the 
Beatrix Potter shop, they have no historical connection with the old
Beswick family firm. Moreover, in terms of retail price and prestige
the character jugs are more highly valued than the Beatrix Potter and
Bunnykins figures painted in the Beatrix Potter shop. At auction
recently a Toby (character) jug modelled especially for a boy named
Toby on the BBC1 'Jim*!! Fix It1 television programme fetched a price
of fourteen thousand, five hundred pounds. Considerations such as
this carry little weight with the Beatrix Potter paintresses who see
the character Jug girls as being "less skilled", and not "proper
paintresses".
As later analysis will show the composition of the Beatrix 
Potter shop's workforce is different to that of the character jug 
shop. The Beatrix Potter paintresses have in general been subject to 
a customary training, the majority of them starting as school- 
leavers, while in the character jug shop half of the paintresses 
started work in other jobs (mainly shop and office work), and were 
trained by a more modern method. In addition the Beatrix Potter shop 
has since its beginning been supervised by Methodists, recruited and 
trained during the period when the factory was owned and managed by 
the Beswick family. In contrast Royal Boulton recruited the 
character jug shop's workforce from three sources? trained 
Paintresses from other factories, school leavers, and mature women 
Previously employed in other occupations outside the pottery 
industry.
The Beatrix Potter paintresses refer to the jug girls as "the 
tig heads". Originally this term was used in a descriptive way to 
refer to the character jugs themselves which are, in effect,
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caricatured human heads. Over the course of time the term has come 
to be applied in a derogatory fashion to the women who paint the 
jugs. The Beatrix Potter paintresses do a different kind of work 
which they consider to be more "highly skilled". Delicate, 
controlled and precise brush strokes are required to paint the small 
animal figures. While the Beatrix Potter girls work over very small 
areas, painting sixty or more figures all-through, applying each 
different colour in turn, the character jug girls work with broad, 
sweeping brush strokes covering larger areas with varying depths of 
colour. Under the system known as the "unit system" the character 
jug girls paint only one or perhaps two colours at a time, and then 
move on to another figure. They do not paint the figure all-through. 
These "big heads" argue in their defence that their skill is of a 
different kind to that of the Beatrix Potter girls. The big jugs are 
heavy and difficult to handle. Applying paint to large areas in 
sweeping brush strokes is a skill in itself, they argue, as it is not 
easy to achieve the required depth of colour with brush strokes that 
will not show when fired. Character jug girls refer to their rivals 
as "the snobs" or "that stuck up lot". Each group of paintresses, 
then, feels that the other group "can’t paint properly".
From the beginning of the present study it was clear that the 
character jug shop enjoyed a notoriety which made its disputes a 
source of interest and speculation for the factory. Publicly the 
character jug girls expressed their collective identity in the 
elaborate costumes which were made for future brides. Although every 
shop on the factory dressed men and women in fancy dress before their 
wedding the jug shop prided itself on the artistry and originality of 
its creations. In the summer of 1982 the shop took over the making 
of a fancy dress and bench decoration for my own wedding.
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3) Recruitment and Social Differentiation
The discussion continues with an analysis of the composition of 
the workforce of the two shops. In this analysis recruitment is 
central, and discussion turns first to the school-leaving occupations 
of the workforces of the two shops. This enables a distinction to be 
made between paintresses proper (entry into the occupation has by 
custom and practice been restricted by age), and paintresses who have 
come from other occupations. Unlike clay end workers who are 
predominantly factory workers,3 it will be argued later on that those 
in the decorating department come mainly from offices and shops, when 
not starting directly from school.
TABLE 4
School-leaving Occupations of Beatrix Potter Paintresses1*
Paintress 54
Potbank (other than as paintress) 2
Factory 4
Shop assistant 2
Office clerk 1
Trainee accountant 1
Total 64
i.e: Paintresses 54
Other 10
Total 64
^For example, of the ten women in the first floor casting shop, 
five started work on a potbank in the clay end, three as 
machinists in clothing factories, and two as office juniors.
^Source: author’s own survey material, April 1983.
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TABLE 5
School-leaving Occupations of Character Jug Paintresses.
Paintress 31
Potbank (other than as paintress) 6
Cashier 3
Cleaner 1
Factory 3
Office clerk 7
Photographer’s assistant 1
Hairdresser 2
Cashier(supermarket) 1
Nursery assistant 1
Shop assistant 6
Total 62
i.e: Paintresse3 31
Other 31
Total 62
These figures show that fifty-four Beatrix Potter paintresses as 
compared to thirty-one character jug paintresses took up the 
occupation direct from school. In the character jug shop half the 
workforce (thirty-one women) as compared to ten-women in the Beatrix 
Potter shop, did not start out as paintresses. When Royal Doulton 
transferred character jug production to John Beswick it had to expand 
its workforce. Beswick’s workforce expanded rapidly and under this 
pressure Royal Doulton took on (in the early 1970a) what were termed 
"ten pound paintresses". These were women, both trained and 
untrained, who were recommended by an existing worker, who then 
received a ten pound "reward". Women who were recruited from other 
occupations or potbanks underwent a specialised training in line with 
modern Royal Doulton production methods. Consequently their approach 
to their work was markedly different to that of the Beswick 
paintresses proper; the new character jug paintresses were trained in 
a limited range of skills, their training period was in some cases 
relatively short, and they were not young single women without other 
work experience, as the following comments will show.
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After several different jobs in the making department on a
number of factories, Rose eventually got a job in the clay end of
another factory which she quite liked, casting little jugs:
"I was there about six months but what put me off wa3 coming 
down two flights of stairs to find boards to put work on. So, I 
went Belstaffs for a few weeks - didn’t like that, and then 
heard about Beswick’s through a friend who I worked with before 
on another potbank. I asked for decorating because she was in 
there but I didn’t think I could do it because it looked hard,
I thought - me, painting! Never! Never in this world. But I 
took to it O.K. in a week. I started off with colours on a 
plate, and eyes on a plate, and then with some jugs putting 
flesh on and washing it off. It was about three weeks before I 
did proper jugs. Came here about eight year ago. I've put my 
notice in twice but they wouldn't have it. My daughter came 
here straight from school. She didn’t know what she wanted to 
do so she came here with me and got stuck!"
The effectiveness of specialised training methods is well brought out
here. Rose claims that she learned the basic painting skills
required in just over a week (although it was some months before she
was sufficiently skilled to go on piecework). Rose was trained to
carry out a limited range of operations. She was not, for example,
expected to paint fruit freehand onto a plate, and she did not expect
ever to become a skilled craftswoman in the way that the palntresses
discussed in the previous chapter did. In terms of entry to the
decorating department Rose is a clay end worker who has gained entry
to an occupation which hitherto had been a protected reserve
-protected that is by the customary method of recruitment and
selection of future paintresses. Although Rose trained at Beswick
she was not "Beswick-trained* (unlike the Beatrix Potter shop
"Beswick paintresses") because standardised methods were used to
train her.
So although when compared with the clay end these paintresses 
appear unified by their skilled occupation and their respectability, 
within themselves they are a highly stratified group. As Table 6 
below shows, the paintresses proper are drawn from a range of
221
factories (including Beswick), from the leading firms (Wedgwood,
Royal Doulton, Copeland) to potbanks at the other end of the scale 
which produce inexpensive earthenware (Sampson and Bridgwood, Shorter 
and Son).
In interviews paintresses expressed a great affection for the 
potbank at which they were trained, especially if it was one of the 
more prestigious firms. Table 6 shows the place of training of 
character jug and Beatrix Potter paintresses, in rank order with the 
most prestigious at the top. This list, which is confined to the 
place of training of these specific paintresses, was composed by 
asking paintresses to make up their own list from this range of 
potbanks. There was general agreement about the top three - Spode, 
Wedgwood and Royal Doulton - and also about the placing of Beswick. 
Not everyone was familiar with the names of the smaller and less 
prestigious potbanks. One paintress who lived in Longton had not, for 
example, heard of Sampson and Bridgwood, a local potbank.
TABLE 6
Place of Training of Character Jug and Beatrix Potter Paintresses
Factory Character Jug Shop
Wedgwood 
Royal Doulton 
Copeland * s/Spode 
Crown Staffordshire 
John Beswick 
Royal Albert/Shelley 
Aynsley
Mason's Ironstone
Paladin
Paragon
Adderley Floral
Tuscan/Plants
John Shaw
Shorter and Son
Sampson and Bridgwood
Vulcan
Greens
Richardsons
Brains
Coalbrook Pottery
2
2
3
w
17
1
1
2
Beatrix Potter Shop 
6 
5
... 6  
20
1
' 3
' 1
■ 1 
2 
1
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At the very top of the list are the two major companies (Wedgwood and 
Royal Doulton) of which pottery workers talk as the two rival firms, 
and of Spode which ranks alongside them. Royal Doulton-trained 
paintresses who now work at Beswick talk very nostalgically of their 
Nile Street days, and they claim that not only the skills but also 
the character of Burslem people is different to that of Longton 
people, whom they see as much poorer, less skilled, and "rougher".
As noted in chapter 1, the people of the Potteries are conscious of 
the hierarchical structure of the six towns, with Burslem at the top 
and Longton at the bottom. The rivalry between the leading firms 
also goes along with notions of prestige and status so that further 
distinctions are made between potbanks and the workers within them. 
The situation of Beswick paintresses is interesting in this respect 
because its ware is distinctive (even more so in earlier days) and 
the paintresses carry out freehand work of a high quality. Locally 
it is a well-known firm with an extremely good reputation for the 
quality of its workmanship and the standard of its training. 
Originally a medium-sized family-run enterprise, Beswick's history . 
and traditions are firmly rooted in the Potteries (as also shown in 
chapter 1).
Table 6 then is much more than a list of firms because, drawing 
on local knowledge, it shows the ethnographic outlines of the 
paintresses’ view of the structure of their industry. Because so many 
of the smaller firms have been taken over by the two major ones (i.e. 
Wedgwood and Royal Doulton) the picture is further complicated by the 
fact that, as in Beswick's case, it is now a Royal Doulton firm. 
Nevertheless, when talking of their work paintresses always U3e the 
original name of their potbank and will never say, for example, that
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they worked for "Wedgwood’s” when referring to Mason’s Ironstone 
(Hanley), but will say that they "worked for Masons which was owned 
by Wedgwood".
Referring again to Table 6 it can be seen that in the Beatrix 
Potter shop there are seventeen paintresses who trained on the top 
four firms (Wedgwood, Royal Doulton, Spode and Crown Staffordshire), 
while there are only seven in the character jug shop. Of these seven 
the two Royal Doulton paintresses are supervisors who were 
transferred from Burslem to Beswick when the character jug shop was 
opened. While of the two Beatrix Potter shop supervisors one is 
Wedgwood-trained and the other a long-serving Beswick paintress, this 
means that, relating place of training to degree of skill, the 
proportion of highly skilled paintresses is much greater in the 
Beatrix Potter shop than in the character jug shop.
’ What this discussion has shown is that there is a quantifiable 
basis to the Beatrix Potter paintresses' assertion that their 
colleagues in the other shop are not "proper paintresses".
Similarly, the character jug girls' views about the "snobs" in the 
Beatrix Potter shop are also founded on an actual difference in 
conduct arising in particular from the disciplines and notions of 
respectability which underlie a customary training.
Of course, the paintresses' knowledge of the differences between 
them 1s not derived from the detailed type of survey information 
presented above. I did not talk to anyone on the factory, either 
from management or shop floor, who had similar detailed knowledge of 
the differing workforce structures of the two painting shops. 
Nevertheless during everday conversation paintresses do talk about 
their training and skills, gaining information through their sooial 
networks and through contact with others at their bench about the 
potbanks on which others had worked. Paintresses are also very
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sensitive to differences in conduct, and to fine gradations of 
respectability. When they refer for example to "snob’s alley" or the 
"royalty" (a group of Copeland-trained paintresses who have worked at 
Beswick for many years) they are unconsciously associating a number 
of things - place of training, technical skills and personal conduct 
(or what could be termed "social skills"). While talking in a 
somewhat derisory way about the "royalty", for example, a feeling 
also comes across that these differences are a natural part of the 
order of things, to be commented on rather than questioned or 
resisted. This is one of the reasons for the Beatrix Potter 
paintresses' dislike of the "big heads", whom they see as unqualified 
to be treated as highly skilled. Beatrix Potter paintresses have 
often remarked that the women in the other shop are "a bit rough", 
pointing out that they are outspoken, argue loudly with each other, 
and generally conduct themselves in a more undisciplined way. They 
know that in the character jug shop the disciplines and practices 
arising from a customary training are in fact weak and are 
continually undermined by the almost constant arguments with 
management about prices. In addition the Beatrix Potter paintresses 
are well aware of the fact that the character jug paintresses have 
not been trained on jugs in the customary way, and that many of the 
older women have only in recent years been trained as paintresses at 
all. ■
Although I have argued that the type and place of training is 
central to the social organisation of the painting shops, there are 
other dimensions to working life which need to be taken into account, 
in order to place the argument developed so far in a broader context.
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4) Other Differences Between the Two Painting Shops
There are striking differences in atmosphere and industrial 
relations between the character jug shop and the Beatrix Potter shop. 
In the Beatrix Potter shop paintresses identify with "the bench", 
that is, with the small group of women with whom they sit. It is 
rare for anyone in this shop to be moved from their bench so that 
long-term relationships are established. When birthday cards are 
sent, collections made for presents, or Christmas outings arranged, 
it is always "this bench" which is centrally involved, although the 
"next" bench may be included on special occasions. Also, work is 
allocated in such a way that each of the women paints "her" work, and 
it is rare to find more than two women at a bench who paint the same 
type of figure. The effect of this is to focus social relations on 
the bench in the Beatrix Potter shop, and to make bargaining over 
piece-rates an individual, personal affair between worker and 
manager.
The situation in the character jug shop is quite different. 
Because (in theory at least) all paintresses paint the same range of 
figures, the piecework price affects all of them. Work is not 
allocated to them at their bench, nor are they limited to "their" 
work. In this shop each paintres3 selects work from a list of 
available character jugs, and at any one time as many as fifteen 
paintresses may be painting the same figure. As the character jugs 
are collectors’ items (and therefore limited editions) new designs 
are introduced regularly into the shop, in addition to new editions 
of already established lines. For example the handle of the Father 
Christmas character jug is changed every year. Regular introductions 
of new designs leads to a situation in which bargaining over 
piecework prices becomes an everyday feature of shop floor life, 
involving at one time or another all the character jug paintresses.
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Although all these women paint the same product, each model varies in 
the amount of decorative work it involves, so traditional notions of 
establishing prices around "similar" work have little force. Each new 
design brings with it its own problems and arguments with management 
about the time and effort involved.
Unlike the spongers in the small figure unit in the first floor 
casting shop, the paintresses of the character jug shop are not put 
in a situation where they have to compete with each other for work in 
quite the same way. When orders are scaroe, and work is short, it 
affects the range rather than the quantity of figures from which each 
paintress can select. This means that it is not always possible to 
select "good" work (for that particular paintress) because the choice 
is limited. Paintresses do argue with and about the "fast" 
paintresses who are known as the "flyers". It is the "flyers", they 
argue, who when being timed keep the prices down, and who are the 
"favourites" in the shop. This resentment is directed to a very 
small group of women who sit in what is known as "Snobs’ Alley". One 
of these women in particular, it is claimed, gets "all the good 
work". "Snobs' Alley" is in effect a separate section of the shop, 
cut off by stillages from the main long row of benches. It is also 
closest to the manager's office. Quieter paintresses who are 
disturbed by the often very noisy exchanges in the main section of 
the shop sit in "Snobs' Alley", The "flyer" who is the main source 
of resentment works quietly and steadily, and does not involve 
herself in the continuous arguments over prices} on one occasion she 
has agreed to accept a price which the others wanted to reject.
At different times different groups of women, or one individual, 
will become the focus of criticism. For example, when the Hobbits 
were originally being timed the other paintresses attempted to obtain 
a "good" price by working more slowly and carefully than they would
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have done otherwise. This strategy had worked successfully in the 
past for the Dickens figures (which had become "good" work for 
everyone) because the paintresses (about ten in all) worked together 
to establish a "good" price. But the Hobbit paintresses included a 
group of "young ones" (between sixteen and eighteen years old) who it 
was claimed wanted to earn as much as they could without looking to 
the future. When figures are being timed certain paintresses - 
those who are most centrally involved in disputes - will try to 
persuade others to slow down. However it is difficult to organise 
women who do not sit close together (as the Dickens paintresses did), 
and the paintress’ sense of their own independence sometimes means 
that they resent attempts to make them conform.
One of the aspects of this continuous involvement by the women 
of the character jug shop in establishing piecework prices is that 
they have become quite use<^ not only to arguing with each othet* but 
also with management over their work. Between themselves arguments 
ebb and flow and are part of shop floor life, and in this way women 
have become conversant with the language of piecework bargaining, and 
indeed think of themselves as extremely knowlegeable in this respect. 
Those who have been in the shop for some years have gained experience 
of the processes involved in being timed, and they can look back to 
successful attempts to challenge the calculations made by the work 
study engineers - sometimes, the workers claim, quite effectively.
A3 already mentioned the history of the character jug shop is 
relatively recent as compared to the Beatrix Potter shop. Methodism 
has had little direct influence upon labour discipline in the former 
shop. Almost from the beginning the paintresses have been trained 
under and have worked with a system which standardises the tasks 
involved, and draws on a limited range of specialised skills. This 
has meant that it has been possible to recruit at least half of the
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character jug paintresses from the ranks of non-school-leavers^ 
older women who have not been subject to the strictures and 
discipline of a customary training. However, of the other 
paintresses there are those who have trained on the leading factories 
such as Copeland and Wedgwood, and also younger women, Royal Doulton 
trained, who have become skilled and versatile paintresses.
The Beatrix Potter shop is stratified along customary lines - 
the Copeland's paintresses, for example, sit together in a group, and 
are known as the "Royalty". However this is not the case in the 
character jug shop where at least half its workforce is untouched by 
such notions of status, and of the rest the largest single group of 
"top drawer" paintresses numbers three women (two of whom sit 
together from time to time). Unlike the Copeland and Wedgwood 
paintresses in the Beatrix Potter shop who paint the 'Connoisseur' 
and 'Collectors' ranges (which further distinguishes them as a 
group), all the character jug paintresses paint 'Collectors' items, 
and share similar work. There is then no distinction in the character 
jug shop in terms of work between the original Beswiok paintresses, 
of whom there are now only three (who were trained by and worked for 
the family firm) and others, as there is in the Beatrix Potter Shop. 
These "Beswick paintresses" have formed groups in the Beatrix Potter 
shop, fooussed at "the bench", sitting with women with whom they have 
sat for several years.
Stratified in this way the Beatrix Potter paintresses work in a 
more socially restricted atmosphere. Not only are they bound to 
their bench, but because their piece-rates are based on old Beswick 
prices they are less well-paid than the character jug paintresses. 
This means that like the workers in the first floor casting shop they 
have to work consistently and steadily throughout the day in order to 
"make their money". In addition they paint small figures all-through
t
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and so must concentrate over a longer period of time than do the 
paintresses in the other shop. This point is strikingly brought out 
on entering the Beatrix Potter shop as it is always much less noisy 
than its rival, and the women are sitting heads down at their work 
rather than moving about. The whole atmosphere of the shop is very 
different.
In contrast a number of elements combine in the character jug 
shop to establish common interests between the women. Moving from 
bench to bench women get to know each other, and also they are able 
to sit with their "best friend" whether this be a neighbour, someone 
whom they have met at the bench, a sister or a mother. In contrast 
to the clay end, women who have "spoken for" someone will have them 
working in the same shop, and often at the same bench, and unlike the 
Beatrix Potter shop their social and work lives are not focussed 
narrowly on "their bench".
5) Conclusion
In this and the preceding chapter my concern has been with the 
meanings of skill, its technical, social and industrial dimensions, 
and of the effects of the restructuring of training and recruitment 
upon both the social and Industrial relations of the painting shops. 
It was seen that the restructuring of a customary training made it 
possible to redefine the criteria used to select future paintresses 
from a local labour market, enabling women who would previously have 
been deemed unsuitable to enter the occupation. This allowed in as 
Paintresses both older women, unaccustomed to the disciplines of the 
Painting shop, and also women who had started off either in the clay 
end or in non-factory jobs. The expectations and attitudes brought 
by these women into the painting shops undermined customary notions 
of authority, respectability and proper behaviour. Specialised
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training in combination with changes in recruitment have therefore 
given rise to the emergence of a new type of paintress, whose 
consciousness and work experience differs markedly from that of her 
more traditional sisters. In the following chapter forms of 
industrial action amongst women workers are discussed, drawing 
attention both to the nature of the character jug paintresse3* 
bargaining power, and to the marked differences in types of action 
taken between female potters and paintresses.
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CHAPTER EIGHT
"My Hands Are My Union": individualism and collective action amongst 
women workers
1) Introduction
"Thus, as in the case of other forms of collective action, 
the situation appears to be one where it is not possible to 
claim that women employees as such are unwilling or unable 
to strike. But women do work predominantly in industries 
and occupations which are less strike prone (and may be 
part of the reason for this?); and they do share 
characteristics like lower levels of union membership and 
higher rates of labour turnover which are associated with a 
lesser propensity to strike. What might be most 
illuminating, In terms of the more general question of 
explaining manifestations of industrial conflict, would be 
research which studied in comparison with other situations 
those where women have taken collective action. In such 
situations one could perhaps see more clearly than 
elsewhere the ways in which changes in conditions of action 
and changes in ’consciousness’ are combined and 
interrelated and lead to collective action,")
By focussing on two quite different disputes I now want to
examine forms of individualism and collective action amongst
women workers. The pottery industry Is just such an industry as
Brown refers to in the opening passage: it is noted for the
exemplary character of its labour relations (within living
memory there have been no officially recorded strikes) and, as
at Beswick, women compose the majority of the workforce in the
earthenware and china sectors of the Industry, outnumbering men
by two to one.2 The material presented here then is a
contribution to our as yet limited knowledge about industrial
^Brown, Richard: ’Women as employees in industry', pp.21-1)6,'In: 
Barker, Diana Leonard and Allen, Sheila (eds.): Dependence and 
Exploitation in Work and Marriage; Longman, London 1976a, p.39,
2Lilieker and Smyth (1972) op.cit. p.J).
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conflict of the kind to which Brown draws our attention, and 
which evades official statistics. Strike action, though no 
doubt useful for certain purposes, is nevertheless a crude and 
inaccurate indicator of industrial conflict, tending to be 
geared towards those industries like ship-building and motor 
vehicle construction which are dominated by skilled, male, 
manual workers.
As other studies have shown, women do take collective
action and are prepared to strike - the strike in 1968 of the
machinists at Ford, and the Fakenham womens’ work-in documented
by Wajcman3, are just two well-publicised examples of which
Brown cites many others.4 In Perceptions of Work Beynon and
Blackburn studied four groups of both male and female workers at
the same factory and found that although usually outside the
union, women generally acted collectively in handling
complaints, were in certain circumstances more likely to take up
*■
grievances than their male contemporaries, and that full-time 
women workers were critical of the trade union as a 
male-dominated organisation. Far from being "bad union 
material" Beynon and Blackburn conclude, the women showed by the 
way they took up grievances that, potentially at least, they 
were active union members,5
As the discussion of the paintresses’ dispute will show, 
the women defined their action of "downing tools" as a "strike", 
and consistently referred to it as such when talking to 
management, the union, or when explaining to me what they were
^Wajcman (1983) op.cit.
^Brown (1976) op.cit. p.39.
c
JBeynon and Blackburn (1972) op.cit. pp.141-3.
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doing. By "downing tools" and refusing to work the paintresses, 
as far as they were concerned, were striking, even though they 
did not leave the factory. They did however clock-off and wait 
at the factory for the union man to arrive. The other workers 
on the potbank also knew that the paintresses were "on strike" 
so that their action was generally recognised as extreme within 
the accepted standards of the potbank. It is important then to 
recognise that so-called "strike action" may take different 
forms and that a strike is a relative rather than an absolute 
action; the extreme nature of such action needs to be understood 
in its specific context, and related to its meaning for those 
involved.
Moreover collective action can take many different forms, 
as the rather different example of a dispute in the first floor 
casting shop will illustrate. Discussion of these two disputes 
will also show that the distinctions between 'collective’ and 
'individualistic' action are not always straightforward. In the 
first floor casting shop (as amongst Cunnison's garment workers) 
individualism is a force to be reckoned with, dominating its 
custom and practice. In the first account, which is of a 
dispute in the small figure unit, it will be seen that this 
Individualism is challenged as the key workers' status becomes 
the focus of dispute. Here we will see that, as already 
suggested, the conditions in the clay end, and the expectations 
of the workers, are quite different to those which operate in 
the painting shops. Although both groups of women workers are 
part of the same industry and work at the same factory, their 
work experience cannot be easily compared.
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What this dispute in the first floor casting shop 
underlined for me as I saw it build up day-by-day, was that in 
such small workshops individual differences between workers 
become extremely important, and are far more noticeable than in 
the much bigger painting shops. To secure a sufficient supply 
of work a fast worker has to assert herself, has to be strong 
and outspoken, and has to be able to establish a good working 
relationship with the manager. To succeed the fast worker needs 
at the very least the manager's Implicit approval.
In Wages and Work Allocation Cunnison discusses in detail 
the conditions, both economic and social, under which 
"favouritism" occurs, and the various ways in which workers try 
to establish a good relationship with supervisors.6 Cunnison was 
told of someone who brought a bottle of whisky to work to give 
the supervisor a swig?, a practice about which I have also been 
told on the potbank, when in winter alcohol is added to the 
daily cup of tea. In small ways - making an early-morning cup 
of tea for the manager or stopping him to chat - the key worker 
builds up day-by-day a personal relationship with him or her (in 
the case of a supervisor) and in this way creates a distance 
between herself and her fellows. This particular dispute, 
however, also focusses on the way "slow* workers, or those who 
are not favoured, develop strategies of their own, establishing 
alliances with other workers in a similar position in order to 
challenge the power - informal or official - of those who 
allocate the work.
^Cunnison (1966) op.cit, pp 229-5?. 
7 ibid p239.
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The first dispute to be considered takes place in the first 
floor casting shop and is prompted by the attempts of three of 
the four spongers to change the way in which work is divided up 
between them. What they want is for the work to be divided 
equally, independent of each woman's individual speed. Their 
complaints are directed against the shop's fastest sponger who, 
in order to maintain her higher earnings, takes far more work 
from the stillage than do the other three. The second dispute 
takes place in the character jug painting shop and involves 
approximately seventy women who in a different way want to 
change the system under which work is allocated to them. Each 
of these two groups of women is attempting in a different way to 
make the system under which they work more fair, so that the 
slow workers and those who are not "flyers" (i.e, fast 
paintresses) can "make their money".
2) A Dispute Over the Allocation of Work in the First Floor
Casting Shop
The first part of this account focusses on a sponger's own 
description of the course of a dispute about the allocation of 
work in her shop. It illustrates the nature of such 
disagreements between fellow workers, and shows the way in which 
"fast" workers sometimes have to struggle to obtain sufficient 
work to keep them going, while "slow" or "average" workers have 
also to try to secure for themselves a fairly steady supply of 
"good" work. When, as in this particular case, a new worker who 
has similar speed and ability to another established "fast" 
worker moves into a shop, there is competition between them to
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get work. To this end Sheila, the new sponger in the first 
floor casting shop, has attempted to take over the distribution 
of the work on what she see3 as a fair and equal basis.
One of the points to be brought out here is that this type 
of dispute gives rise to a close, almost intimate, relationship 
between the women involved. The arguments between them take on 
a forceful and personal character, in which the informal 
pleasantries of everyday shop floor life are laid aside. These 
women have known each other for some time, and they have met 
each other on occasions in their homes, usually in situations of 
personal crisis such as the break-up of a marriage, or the grief 
of bereavement. At this level these women are already 
personally involved, and they have also to find ways of working 
with each other on a daily basis. The workplace provides a 
continuity in these relationships (just as the family does for 
its members) because however bitter the arguments about work and 
however deep the resentments, these women have to work alongside 
each other for the greater part of their day, five days out of 
every seven. The workplace establishes bonds between them, and 
these relationships become an Integral part of their lives.
These arguments and disputes about work then involve them with 
each other in a very personal way, and introduce complications 
into friendships established at work, as we will see.
Only one of the four women involved in this dispute lives 
with her husband (one is divorced and two widowed) and be works 
as a potter in a fairly low paid job. There is then no question 
that these women work for "pin money" because for them their 
wage is a necessity. There are five people involved directly 
in this dispute - four spongers, and the clay department 
manager. Irene, the woman at the centre of the argument, is the
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shop’s key worker, and ha3 been so for several years, taking on 
the job of "unofficial supervisor". However, when two of the 
other casting shops were closed down and a new sponger (Sheila) 
moved into the first floor casting shop, this situation was 
disrupted. Sheila is a "fast" worker who has made friends with 
Sue the sponger, who sits at the next bench. Recently widowed 
(soon after she came into the shop) Sheila has had Sue’s 
sympathy and support. Until six months before this dispute Sue 
worked part-time, and now that she is full-time, although she is 
"slow" compared to Sheila she requires a greater supply of work 
than before. Sheila has tried to help her by attempting to 
divide the work up evenly so that each one of the small figure 
unit spongers receives the same number of pieces. Every single 
piece is counted so that if, for example, there are two hundred 
and forty-four pieces cast, each one of the spongers has one 
quarter, sixty-one, on a board. Problems arise however when 
Irene runs out of work because she is faster than the others, 
and there is not enough work coming into the stillage from the 
casters. This is the background to the personal account which 
follows, which begins with Irene’s explanation of how she beoame 
an established sponger in the shop. It is interesting to note 
that the account begins in this way because it illustrates that 
Irene views her situation as having a long history. For her the 
work is hers as of right, for it is she who worked hard to build 
up a relationship with the shop’s manager (now retired), and to 
establish her strong position. The turning point came when 
Irene got "her own work" - the whisky flasks. Although the 
order was Irregular it was for forty-five thousand at a time,
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and as there was always a relatively short deadline for 
completion a fast and reliable worker was required, Irene 
proved to be such a worker.
"Well you see when I went on there [Beswick] I learned that 
job - because I didn’t do that job when I went on there, I 
worked on a tea factory first. And I went on there. I 
learned that job and then as gradually as I did it Nelly 
[the "Missis"] says "Eh! Mr. Smith wants you do this, Mr, 
Smith wants you do that", take this order on, take that 
order on. Then the flask order came in which was forty 
five thousand pieces of work, so he bounces ’em all on to 
me, and I says to Nelly "Why does he give me these orders?" 
Says Nell, "You’re here, you work, you stay, you don't rush 
off like the others do, you get the orders out, very little 
loss, that's why he gives 'em you. So I got these orders 
(flasks) and kept doing 'em - nobody else did 'em only 
me."
Once established in the shop, on the retirement of the "Missis",
Irene took over the role of "unofficial supervisor", with the
manager's approval. Over time custom and practice legitimised
her position and she was able to ensure that the other small
figure unit spongers were kept supplied with steady work, by
having a "quiet word" with the "boss" if there were grumbles in
the shop. The effectiveness of this informal supervision was
such that the small figure unit still has no official
supervisor, and as will be seen, the spongers go directly to the
department's manager to deal with the dispute. Irene continues:
"Well, see, while I was off after Mr. Smith left and Mr. 
Barnes [the new manager] came on, which to me didn't bother 
me because . . .  And you know when I got back work I’ve had 
to work it out for meself. I went up to him [Mr. Barnes] 
and told him I'd got no work . . . they had every bit-of 
work in that shop shared - I didn’t mind. It was right! It 
should be shared! But do you know I'd done mine and they'd 
get boards in the stillage with the tiokets on and I'd got 
nothing. What work I'd had I'd done, and they'd still got 
it, and in a day they didn't do it! So I went to see the 
manager [Barnes] and tell him that I'd got no work - "I'll 
come down". He never come near the shop! But when I got 
back down the shop, I didn't go behind the girls' backs, I 
told them exactly what I'd done, so Sheila - behind my back 
- shot up the office, told Barnes that she'd see that I got 
work - another operative! So she said to me "You can have 
that board there", and I said "That's not your board -Sue's 
ticket Is on it". Sue had gone home. You see Sue used to 
go home then at half past three. And her said "Well, if
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Sue’s short ’er can always have a board of mine. So next 
morning a3 I clocked on Barnes wa3 coming through: "Mr, 
Barnes" - "Yes, Irene". I said "You never come down the 
shop," I said, "and saw about this work." "Er, well, Sheila 
came up . . .  " I said "Sheila’s an operative like I am."
I said, "Sheila doesn’t tell me what to do - you do! You’re 
the manager, nobody else, its up to you" I said, "but if 
you can’t do it I’ll do it!" I said,"I'll work it out for 
meself - I'll take what I want." He turns to me and says 
"Oh! alright!" I said "Because you know this, Mr. Barnes,
I don't come here," I said, "to wait for somebody throw me 
a bone." I said "I'm not that kind of worker,"
Then work continues and Irene takes a board of work (not Sue's)
and as she finishes what she has, Sheila comes over and says, as
Irene recounts:
"That's not your board, I'll see the manager", and I said 
"I've already seen the manager, and, er, that's it!" "But 
I saw him yesterday!" I said "Yes! But you didn't tell me 
you saw him yesterday did you!" So the next board I took, 
all three of them marched up the office didn't they -Nora, 
Sue and whatsit (Sheila), and Nora got my goat because 
she's the only one ever saw my [work] sheet. She’s the 
only one in that shop who ever knew what I earned! Because 
me and her - she used to get problems with her sheet and 
she used to come to me - "Well, is this right?" - and I 
used to show her my sheet! But she never told anybody what 
I earned, and er . . .They all went up, next breath come 
on the mike didn't it, go to Mr. Barnes' office, so off I 
marches.
This was right after I went back after I broke me foot 
- 'cause that's when Sheila came in the shop when I broke 
me foot. And I went up and they sent for Bess Roe 
upstairs, supervisor, 'cause we've no supervisor in one 
shop, we never needed one did we duck, and er Bess Roe 
walked in and 'er sat that far end. I sat right aside a 
Barnes, them three stood, and I said "You want to see me 
Mr. Barnes?" And he said "Yes, about this work." I said 
"What about it?" I said, "I've not come up here fall out 
about work Mr. Barnes", I said, "the day I fall out over it 
it's time to chuck my job," I said "I came up here," I 
said, "asked you about work. You did nothing about it so I 
took it on my own self to do what I . . . " Nora said "But 
. . . " I said, I swung right round, "Just you keep your 
mouth shut it's nothing to do with you." "But . . .  I" I 
said, "I've just told you to keep your mouth shut, it’s 
nothing to do with you!" Barnes never opened his mouth all 
the time I sat there, apart from just saying "about this 
work." So, I just got up off the seat and I said "Mr.
Barnes I came here to do my job and I'm going to do it, 
whatever you talk about in this office is up to you," I 
said. "I'm off", and out of the office I walked and from 
that day he's never bothered,"
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In dispute here is the nature of informal custom and practice in 
the small figure unit of which the present system of work 
allocation is a symptom. Sheila attempts to impose on the work 
group the system of work distribution which emerged in a shop 
where the supervisor was known to use work allocation to "divide 
and rule". One way of resisting this was for the workers who 
did not receive the good work to insist that work be divided 
equally. Although this also lead to arguments in the other shop 
it established as an ideal the equal distribution of work.
As shown in Irene’s account, at no time did the women go to 
the union for assistance or advice. In fact at one point Irene 
stated, emphasising her independence and individualism as a 
worker, "My hands are my union!". Irene is not unusual in taking 
on responsibilities of this kind. On a number of occasions 
other women on the potbank described themselves as "unofficial 
supervisors", or "the unofficial trade union rep.", or even, in 
one case, "the unofficial nurse". This shows that, as argued 
recently by Grieco and Whipp, women workers do take on 
considerable informal responsibilities in the workplace, both 
for production and for shop floor negotiations, although this 
tends to go unrecognised and unrecorded in official statistics 
about female participation.8 As we will see later, the 
palntresses also take on informal responsibilities in pursuit of 
a particular grievance which they have defined as a "strike".
8Grieco, Margaret and Whipp, Richard: Women and the Workplace: 
Gender and Control in the Labour Process\ The Work Organisation 
Research Centre, Working Paper Series No. 8, May 1984, p.19.
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A further comparison can be drawn between this particular 
workshop study and the two which Lupton carried out.9 Here, as 
in Lupton's studies, all of the workers shared the view (in 
theory at least) that everyone was equal, ought to be treated 
equally by management, and that "good work" ought not then to go 
to the favoured few. In my view this is a strong and striking 
form of job control, exercised collectively even in those 
industries where, as in the pottery industry, individualism is 
strong and deeply rooted. The three spongers were also 
attempting to undermine the position of their fellow worker who, 
for some years, had acted as an unofficial supervisor. These 
women were then challenging the authority of those who had the 
power to allocate work - supervisors, "key" workers, and 
managers. Because the accepted practices which they were 
challenging had been established informally, there appeared to 
be no basi3 on which the union could become officially Involved. 
This is in contrast to the paintresses' dispute, to which we now 
turn.
Like the spongers in the first floor casting shop they are 
also attempting to change the way work is allocated, but because 
they are dealing with the official system and formally 
recognised practices they are therefore able to involve the 
union. In addition, the paintresses work In large shops of 
approximately sixty women, so that, as compared to the spongers, 
they have greater scope for collective action.
9hupton (1963) op.cit. p . 1 8 9 .
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3) A Dispute About the Allocation of Work In the Character
Jug Painting Shop
This dispute took place in the character Jug decorating 
shop, which at the time (Autumn 1983) had approximately 
sixty-five paintresses, including about ten painting Hobbit 
figures. The main features of this dispute, which are 
characteristic of other similar disputes witnessed in this shop, 
are as follows: the dispute takes place over several weeks and 
builds on other disputes of a long-standing nature. The 
character jug shop girls refer to their work stoppage as both a 
"down tools" and a "strike" although no-one leaves the factory, 
and only clock-off when they feel they have been provoked to do 
so by management. Those concerned follow official procedure, 
only resorting to a "strike" when they feel that informal 
bargaining is getting them nowhere. The Ceramic and Allied 
Trades Union shop steward liases between management and workers, 
and counsels against a strike, urging them to return to work so 
that negotiations can continue. Management's view that the 
workers will not get what they want is reiterated and reinforced 
by the shop steward.
Of all the disputes in this shop, in the memory of those 
concerned and during the fieldwork period from January 1981 
-December 1983 only one dispute wa3 about conditions of work. I 
oake this observation because male trade unionists whom I have 
interviewed express a popular view, which is also held by male 
workers on this particular potbank, that women have 
traditionally accepted low pay in compensation for "comfortable" 
conditions of work. The men argue that this is the reason why 
the pottery industry is low paid. This is of course an 
important issue; it may indeed be true that managers in the
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pottery industry, like the old Beswick "bosses”, made allowances 
for women workers, letting them leave the potbank to shop or 
attend a sick child. An association does exist in the minds of 
the pottery workers between a "comfortable" potbank and a "low 
paid" one. However, these claims about women workers do not in 
this case apply to these particular paintresse3. Moreover, 
there is often at best only a tentative basis for the views 
expressed by male workers and managers about the ’passivity' of 
female workers.10
Although the paintresses’ argument is organised around the 
question of prices there are a number of unspoken factors 
involved which are extremely important to the paintresses. These 
character jug paintresses have been lead to believe by 
paintresses they know who work elsewhere that their prices are 
low compared to those of women on other potbanks doing similar 
work. This knowledge is drawn from rumour, from female networks 
which extend to women who used to work in the shop, and also 
from their realistic understanding of their Longton firm as 
traditionally a "bad payer". However, because their information 
is derived from "rumour", they feel unable to raise this point 
in discussions with management although it is one of the factors 
which feed their grievance, and on which they base their demand 
for more money. Lupton too was often struck by the extent and 
accuracy of the Industrial knowledge of his ’workmates’.11
1®For a critical discussion of these views see: Purcell, Kate: 
'Militancy and Acquiescence Amongst Women Workers', pp.112-33, 
in: Burman, Sandra (ed.): Fit Work for Women; Croom Helm, London 
1979.
11L u p t o n  ( 1 9 6 3 )  o p . c i t .  p p . 1 9 6 .
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Gunnison found that a number of the garment workers she studied 
had kinship ties which extended to other factories, which 
functioned a3 channels of communication.12
The arguments and demands which the paintresses make are 
complicated. There are two different ways in which work has 
been allocated in thi3 shop and production tasks organised.
Under what is called the "all-through system" each paintress 
paints all of the colours on a particular figure, and is 
responsible for its finished quality. This is the customary way 
of decorating ware. Under what is called the "unit system", the 
situation is different. This system is relatively new and 
sophisticated.
The unit system was introduced by Royal Doulton in 
collaboration with Beswick's work study engineers. It is 
intended to allow differences in actual skill between 
paintresses to be assimilated by enabling them to select their 
own work. Because of this, unit system piecework prices are 
lower in comparison with the "all-through" system.
Under the unit system the total piece is divided up into a 
number of separate "jobs", rather than being painted all through 
by the same paintre33. For example, a Long John Silver figure 
is divided for purposes of decoration into "eyes", "flesh",
"coat and eye patch", "hat", "parrot and buttons of coat", and 
so on. Each "job" Involves one or two colours at most, and once 
completed the paintress moves on to another "job" on a different 
figure. The great advantage of this "unit" system is that 
paintresses can select their work from what is available. This 
means that they know what each job Involves in terras of skill,
12Cunnison (1966) op.cit. pp,67-9.
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and the price for that job, and can select it accordingly, A 
paintress skilled in "eyes" who dislikes painting heavy blocks 
of colour would, if given the choice between eyes and coat 
choose the former. Under the "old" all-through system a 
paintress is not able to select the work she does in quite the 
same way. When a figure is painted all-through the differences 
in terms of skill and ability between different paintresses are 
far more apparent. A range of skills is required to decorate a 
figure completely, and as mentioned earlier the abilities of 
individual paintresses vary.
Some paintresses preferred the unit system but were willing 
to accept the old all-through system if the prices were 
increased, to compensate them for the loss of the unit system's
advantages. It takes longer to paint sixty pieces all-through 
than to carry out sixty different "jobs’* under the unit system. 
The reason for this relates to the point about differences in 
skill and ability. When given a choice paintresses select
"good" work for them which means that it "goes through their 
fingers" with relative ease.
The situation is further complicated by the fact that the 
prices paid by Royal Doulton are, for a number of reasons, 
better than the old Beswick prices or those which have been set 
in the shop for some years. There is then a noticeable 
difference between what are termed "old* and "new" prices. The 
effect of this difference on weekly pay is illustrated below in 
comparison of a paintress' earnings over two weeks.
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4) A Comparison of a Paintress* Weekly Earnings
An old jug such as the Motorist is priced at £7.96 for 10, 
although it is heavy going to paint all-through. In comparison 
Mae West, a very new figure, is priced at £5.07 for 10, This 
price does not include eyes, flesh or lips. There are four 
women who paint nothing but Mae West eyes (to ensure similarity 
in the finished expression), and the flesh is aerographed. The 
Motorist then is "bad work" for the price, and Mae West is "good 
work".
On a weekly basis (for the week beginning 30th September
1983) for example, this is the effect for one paintress of,
working on the different jugs - one an old badly priced jug, one
a more recent newly priced jug. The paintress painted sixty
jugs all through - forty of the Motorist and twenty of the
Falconer. Her wages were made up as follows;
40 Motorist at £7.96 for 10 
20 Falconer at £5.06 for 10
Piecework earnings...........  £41.96
Hourly rate for 35.5 hours..,. £23.79 
Bonus at 2 %  (at 67p/hour)......£ 1.31
£67.07 gross
The basis for the work for the first week was "old" work, i.e, 
"bad work", and even though the Falconer was "good work" 
relative to the Motorist it could not compensate.
For the week of the 16th September 1983 the situation is 
different, because the paintress works entirely with new, i.e. 
"good", work; .
25 large George Washington jugs at £7.78 for 10.
60 small Jailer at £3.77 for 10.
45 Miniature Guardsmen at £4.37 for 10
Piecework earnings.............£61.74
Hourly rate for 38.25 hours.,..£25.63
Bonus at 2 %  (at 67p/hour),,....£ 1.75
£89.12 gross
247
There is a difference of £22.05 between one week's gross 
earnings and another. This illustrates the point about the 
differences in prices between "good" and "bad" work. The 
difference would have been even greater were it not for the fact 
that one of the pieces - The Falconer - compensated to a certain 
extent for the Motorist, in the first example. The difference 
in gross pay is far in excess of that generated by the increase 
of two and three quarter hours working time.
5) The Dispute
In this dispute the paintresses draw their knowledge from 
two main sources: from their female networks which give them 
information about what the Royal Doulton paintresses used to 
earn and are earning now at other factories, and from the 
experience they have gained over the years in bargaining over 
piecework prices with the work study engineers, their 
supervisors, and the managers. Through this cumulative 
experience they have become very knowledgeable about many 
aspects of pricing and about the effects of different systems of 
work allocation. Lupton noted in On the Shop Floor that in the 
shop in which the earnings calculations were most complicated 
the workers were able to exert the greatest degree of social 
control.13 He argues that this was because the more complicated 
the payment system, the greater were the opportunities for 
manipulation. While this was certainly the case for the 
paintresses, it is clear that they are able to exert greater
^Lupton (1963) op.cit. p.19Q.
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control through their experience of the complications of
shop floor bargaining, which has given them greater knowledge of
the way calculations are made by management,
This understanding is not confined to the paintresses. In 
earlier discussion of the first floor casting shop the example 
was given of the way in which clay end workers restricted their 
output in response to the question of a particular base and 
bonus system. In the paintresses' case, however, this kind of 
knowledge has been combined with and reinforced by the 
experience of shop floor bargaining. As the following short 
account brings out, the paintresses took action on their own 
account, almost independently of the union. Although the 
paintresses worked with the union officials, the latters’ role 
was really one of llason between managers and paintresses. 
Another point to be emphasised is that although the women were 
angry and resentful because their grievances were long-standing, 
their arguments with management took place in a relatively 
relaxed and informal manner. Deference towards male managers 
was combined with a camaraderie which during this dispute was 
expressed in the direct and personal way in which the women 
approached management.
"So [after almost a week of unsuccessful bargaining] . . . 
we had agreed to see Hr. Fellows [general manager] again 
but the girls were on about "downing tools", so Arthur 
[shop steward] rang him up and in that week we went on 
strike from Wednesday, At the beginning of the week [after 
the Monday meeting] we had got hold of Mr. Fellows when he 
came in the shop and all the girls stood around him so he 
couldn’t move, and couldn’t get out of the shop. We said 
"We want something done!" Different ones were shouting at 
him that we wanted something done. He said "I’ve told you 
girls what's happening", and we said "So, we’ll go to 
arbitration". He understood the problem - he’s a good 
manager, I like him - he always says to me "lou’re too 
clever, that’s your trouble". He's alright.
On Wednesday at 2.30 p.m. until 9*30 a.®, on Thursday 
we went on strike, "downed tools", and all clocked off, We 
sat at our benches - we didn’t go home because we were
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expecting the union official. He came on Thursday morning. 
We didn’t clock-on but we went in the canteen for a 
meeting. Harry [shop’s manager] in a way dared us to 
clock-off again after we had "downed tools", and we did and 
that saw to them! Mr. Herbert had told Harry to dare us. 
Then the Pricing Committee went to Harry's office. Mr, 
Fellows was there and he said "Get the girls back to work 
because we’re losing production". Fellows was fuming, 
really mad with us but he was reasonable. The union man 
said "Look girls the union want you to go back to work, you 
just can't go on strike it’s getting you nowhere, why don't 
you accept it?" Arthur is in a funny position really 
because a union official’s role is to keep peace really, so 
he can't be on our side and their side - sort of 
man-in-the-middle really. Although he agreed we should get 
a straight ten-percent he said "They won't give it you so 
accept it". We said "We want another meeting" [with 
management] and he went to them and they said to him "Not 
until they've all clocked-on", so we clocked-on and started 
working again,"
After another meeting and further negotiations the women 
eventually achAJved their aims - the all-through system returned 
and a rise in the prices of both old and new work. The women 
said to me that they were successful because "For once we all 
stuck together" and felt they had learned an important lesson.
6) Conclusion
Perhaps the most striking point to come out of these two 
disputes is that within each the workers concerned acted very 
differently, making it difficult to draw from them any general 
observations about women workers and industrial action. There 
are many variables: the size of the shops within which each 
group works, the nature of the work groups within them, their 
occupational history, the prevailing custom and practice, the 
nature of their skills and the way work is allocated. The 
situation is complicated further by the fact that the two 
painting shops are of similar size with roughly the same number 
of women in each, and yet collective action of the kind familiar 
in the character jug shop is unknown in the other painting shop.
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The skill of the workers concerned is also an important factor 
in industrial action of this kind. Unlike the female potters, 
the paintresses are in a relatively strong bargaining position, 
because the prestigious products they paint require special 
skills which can take up to a year to acquire. In addition, 
most of these particular paintresses did not undergo a customary 
training, as shown in the previous chapter. They are not then 
bound by the disciplines and conventional ways of speaking to 
and bargaining with ’the bosses* over prices. Modern methods of 
training have produced ’modern’ methods of bargaining.
Recent research by Purcell in the engineering and clothing 
industries in Stockport indicates that men and women engage in 
industrial action and support unions according to traditions of 
their particular industry, rather than because of their sex.1^ 
She argues that:
"The attitudes and behaviour of men and women in 
engineering are more alike than those of women in 
engineering and women in clothing. Tom Lupton came to 
similar conclusions in the course of his clas3io 
participant-observer study of workers in electrical 
engineering and rainwear, in so far as day-to-day 
industrial action was concerned. He found that engineering 
workers operated collectively whereas the rainwear factory 
employees were highly individualistic, regardless of 
gender."15
The sex of the worker does not then appear to be the determinant 
factor in the involvement of workers in industrial action. 
However, this should not lead us to overlook the fact that there 
may indeed be dimensions to industrial action which take a 
specifically female character. In order to develop this point
^ibid. pp. 122-3. 
15ibid. p.123.
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material will be presented both about kinship and ritual in the
workplace, which will elucidate the conditions which feed the
militancy of the paintresses. As Maher has argued:
". . . it is difficult to think of the relationships among 
women as being instrumental or to imagine what political or 
economic repercussions they might have, for our interest in 
them has generally been limited to the mother-in-law 
problem or to the function of gossip.”17
Drawing on Maher's point it will be shown that the relationships
women establish in the workplace with other women are extremely
Important in terms of their job control and bargaining strength.
When womens' activities are segregated from men, as in the case
of the paintresses and in Morocco, what Mayer terms the "woman
network" finds ideal conditions for development.18
In the following chapter paintresses and potters are again
considered together, as a study is made of the nature of family
and kinship on the potbank. Further differences between the two
groups will be brought out. The underlying aim of the next
chapter is to build a bridge between the study of two disputes
and the account of a ritual in the final chapter. The reason
for doing this is to take up a point raised by Brown in the
opening passage, about the specific nature of womens' work
experience and also to apply Maher's observations to female
pottery workers. I will show that the mo3t 'militant' shop on
the potbank is an all-female one, in which kinship ties
reinforce alliances between workers, notions of'skill prompt
arguments with management over prices, and events like marriage
are used as forms of resistance and solidarity. It will be
^Maher, Vanessa: 'Kin, Clients and Accomplices: Relationships 
among Women in Morocco' pp.52-75* in: Barker, Diana Leonard and 
Allen, Sheila (eds.): Sexual Divisions and Society: Prooess and 
Change: Tavistock, London 1976b, p,52,
l8ibid. p.53.
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concluded that it is the specifically female dimensions of this 
workshop which provide the conditions for its solidarity and 
bargaining strength.
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PART IV
SOCIAL RELATIONS
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CHAPTER NINE
Family and Kinship at Work in the Potteries
1) Introduction
The aim of this chapter is to describe and examine the nature 
and mechanisms of 'family employment'. The discussion will look at 
the way the family serves as a means of recruitment for both workers 
and managers, serving to support its members in various ways on the 
potbank, functioning as an image and an organising point for sooial 
relations in the workplace. Emphasis is placed on the shifting 
character of family employment over time, and it will be seen that 
this process is complex. Moreover it will be suggested that although 
quantitative data about family employment provides useful pointers 
for enquiry, such data tends also to obscure the significance and 
meanings of kinship and family in the daily lives of these factory 
workers. This chapter will question some orthodox assumptions about 
industrial society, examine the nature of family employment on the 
potbank, and lay the foundation for the subsequent discussion of an 
Industrial ritual by showing that factory and family are integrally 
related.
2) Industrialisation and the Family
Whipp has drawn attention to the inter-relatedness of family and 
work in the early twentieth century pottery industry.1 Drawing on 
anthropology Hareven has reconstructed the kinship relations of 
workers in a New England mill town during the early decades of this
^hipp (1983b) op.cit. pp.112-4.
255
century.2 Bodnar has used a wealth of oral history material to 
uncover the meaning of family, work and community for industrial 
workers in Pennsylvania.3 Turning to the sociological literature, 
Hill's study of London dockers,1* and Cunnison’s ethnography of 
garment workers^ have both in different way3 drawn attention to the 
importance of kinship connections for industrial workers. Brooks and 
Singh have shown that Punjabi Sikh Jats who work in West Midlands 
foundries employ patron-client relationships in this industrial 
setting which at home, in a rural setting, arise from the reciprocal 
obligations of kinship and friendship.6 The use of kinship ties to 
obtain jobs as porter, docker, or in an army regiment has been noted 
by Firth et al.7 These writers also suggest that in Western 
industrial society, with the separation of home from work, one would 
not expect to find any formal kinship principles in operation in 
productive organisations,8 However, more recent work on family 
employment,including this present study, shows that kinship 
recruitment may be more usual than Firth et al, suspected.
2Hareven, Tamara K.: Family Time and Industrial Time: the 
relationship between the family and work in a New England 
industrial community; Cambridge University Press, Cambridge 
1982 . . . .
3Bodnar, John: Workers' World: Kinship, Community and Protest in 
an Industrial Society, 1900-19^0; The John Hopkins University 
Press, London 1982.
^Hill (1976) op.cit. pp.22, 28-29, 32.
^Cunnison (1966) op. cit. pp.150,218-9,236,238,
^Brooks, Dennis and Singh, Karamgit: 'Pivots and Presents; Asian 
brokers in British foundries’, pp.93-112, in: Wallman, Sandra 
(ed,): Ethnicity at Work; Macmillan, London 1979, pp.94*111*
^Flrth, Raymond, Hubert, Jane and Forge, Anthony: Families and 
their relatives: Kinship in a Middle-Class Sector of London; 
Routledge and Kegan Paul, London 1969, pp.5-6.
®ibid. pp.6-7.
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Concern to understand the dynamics of industrialisation and its 
effects upon pre-industrial family organisation has prompted 
considerable debate amongst historians and sociologists, as shown by 
the space given to these arguments in Harris' discussion.9 in his 
innovative study of the development of the European family Goody 
makes the point that there i3 a tendency in many arguments to draw a 
sharp line between modern and traditional, capitalist and 
pre-capitalist, leading to a stress on the unique features of the 
present day.10 it can be suggested, drawing on Goody's argument, 
that the dichotomies homogeneous/heterogeneous,
simple/differentiated, are based on assumed differences of a similar 
kind to those between primitive and industrial society. As the 
passage cited below from E.P. Thompson's classic study illustrates, 
the pre-industrial family tends to be romanticised and its unity 
overemphasised. I shall now go on to outline these various arguments 
about industrialisation and the family and draw attention to certain 
problems.
In 1959 Neil Smelser, in his seminal study of the Lancashire 
cotton industry argued that during the early stages of factory 
production the family and the factory were interdependent, the former 
for jobs, the latter for a continuous supply of labour.11 Textile 
factories employed entire families, the father contracting, 
disciplining and paying his children. Industrialisation then did not 
break up the family work unit but took it over into factory 
production. However, Smelser argued, the family work unit did not
^Harris, C.C.: The Family and Industrial Society; Allen 4 Unwin,
London 1983, see especially pp. 90-200,
10Goody, Jack: The Development of the Family and Marriage in 
Europe; Cambridge University Press, Cambridge 1983, pp.2-3.
Usmelser, N.J.: Social Change and the Industrial Revolution; Houtledge 
and Kegan Paul, London 1959.
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survive after the early 1830s and was thus a feature only of early
factory production; increasing specialisation and mechanisation broke
down the domestic production unit.12
In his classic study of handloom weavers Thompson argues that
spinning mills which offered employment only for children, and power
loom sheds which employed mainly wives or adolescents, broke down
what had been "A whole pattern of community life [which] had grown up
around the loom shops”.13 Before this Thompson states:
"Weaving had offered an employment to the whole family, even 
when spinning was withdrawn from the home. The young children 
winding bobbins, older children watching for faults, picking 
over the cloth, or helping to throw the shuttle in the 
broad-loom; adolescents working a second or third loom; the wife 
taking a turn at weaving in and among her domestic employments. 
The family was together.. ."1**
In Family Structure in Nineteenth Century Lancashire Anderson notes 
that in the early factory towns, the form of employment under which 
the whole family was engaged as a unit with their wages being paid to 
the family head,
"... seems to have been rare in later years. It was probably 
not pushed further because mills had great demands for some 
classes of labour, notably children, but little for others, 
notably adult men. Thus there was no scope for the employment 
of all members of the families of the employees,"15.
Anderson argues however, contrary to Smelser, that kinship
connections were mobilised as the usual way to obtain a job and that
it was common for several members of the same family to work
together. So that although the family (of parents and children) no
12ibid .; see chapter IX 'Pressures on the Family Division of 
Labour*, especially pp. 199-201.
^Thompson, E.P.: The Making of the English Working Class; Penguin. 
Harmondsworth 1968, p.339.
% b i d .  '■
^Anderson, Michael: Family Structure in Nineteenth Century Lancashire: 
Cambridge University Press, Cambridge 1971, p.118.
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longer functioned as a work unit in the customary way, kinship ties 
remained of importance in factories and urban workplaces, 
particularly for obtaining work.16
However, by taking the 'conjugal' or 'nuolear' family as the 
object of study, as Anderson and Smelser do, investigation tends to 
focus upon the employment of parents and children, fathers and sons. 17 
For example Smelser argues that industrialisation threatened the 
nuclear family's "traditional organisation".18 Making a similar point 
Anderson argues:
". . . one crucial way in which urban-industrial life in the 
nineteenth century affected family cohesion was by offering to 
teenage children wages at such a level that they were able to 
free themselves from total economio dependence on the nuclear 
family."19
By focussing upon the nuclear family, as these writers do, family 
employment is conceptualised in a rather restricted way. Another 
effect of this focus upon the (nuclear) family work group, which is 
particularly apparent in Sarsby's work, is to seek out the "mixed 
family" group,20 This restricts the way in which both family 
employment and family discipline can be conceptualised. For example, 
Sarsby argues that in the pottery industry the "mixed family" work 
group could not have emerged in sexually segregated shops,21 This 
rather restricted way of dealing with family employment leads Sarsby 
to overlook the diverse and complex nature of family and kinship in
I6ibid. pp. 118-21.
17see for example, ibid, chapter 6 'Aspects of the relationship within 
the urban nuclear family' and also pp. 121-35.
^Smelser (1959) op. cit. p . 199.
^Anderson (1971) op. cit. p.135.
20Sarsby (1985) op, cit. p.92 footnote 10; the meaning of the term 
"mixed family group" here is not entirely clear, but I take it to be 
the nuclear family in this case.
21ibid.
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the workplace. Because of this she is unable to grasp both the
historical and contemporary significance of family employment in the
potteries, which as already noted has been documented by Whipp for
the nineteenth century, and in the present study for the twentieth.
As a corollary to this, instances of family employment are
treated as "survivals" of an earlier pre-industrial or rural form.
For example, in situating her work in relation to the historical
debate reviewed here, Hareven argues:
"Thus, the family as a work unit, which Smelser identified for 
the industrial revolution survived in different forms throughout 
the nineteenth century and, as this study shows, was also 
present in the United States in the twentieth century."22
And in Steeltown. an American study of an industrial town discussed
in chapter 3, the elaborate and extensive kinship connections found
there were seen as a rural "carry-over under favourable conditions".23
By viewing family groups in an industrial setting as ’survivals’ or
’carry-overs' in these ways a rural family form is assumed to
pre-exist an industrial one. It will be argued here, however, that
'family groups’ can take a diverse range of 'forms', and that
moreover if viewed over time their shape and composition undergoes
subtle changes.
3) The Many Meanings of Family Employment
As the following material will show, on this particular potbank 
family employment takes a variety of forms. Kinship connections 
between workers are fluid and diverse. Although there are no family 
work groups of parents and children employed together as a production 
unit, there are nevertheless a number of well-known families. These 
families carry a name and a reputation. Such families become strong
22Hareven (1982) op. cit. pp.2-3.
23walker (1950) op.cit. p.28.
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points of reference in the workers' social map of the factory. Their 
existence gives concrete expression to the commonly held belief that 
the factory is "one big family". Strathern has noted in her study of 
Elmdon that the idioms and images of kinship are used to structure 
and contextualise a commonly shared model of the village;24 in a 
similar way the notion that the potbank is "one big family" provides 
a model for social relations in the workplace. Kinship ties may also 
serve as connecting channels to kin who work in other shops. Over 
time these links change and reorganise as kin move in and out of 
employment and as affinal ties are established and sometimes 
dissolved. It is the subtleties of kinship and family with which I 
am concerned. The significance of family and kinship cannot be 
understood merely through a notion of nuclear family groups, or in a 
different way by quantitative assessment of the extent of family 
employment. The number of workers with kin on the potbank cannot 
tell us about the nature of the kinship ties and networks Involved. 
This point is discussed below.
The many meanings of family employment are brought out in the 
following interview with Mrs. E. Foulkes,who started work as a 
paintress in 1957:
Self: "What did you hope to do when you left sohool?"
Elaine: "Well I wanted to be a hairdresser but unfortunately it
wasn't to be and at that time most young girls, there 
was such a lot of jobs vacant on the potteries, that's 
where most of you went. And I did like the idea of 
painting you know."
Self: "Couldn't you get a job in hairdressing?"
Elaine; "Well, it just wasn't pursued. I mean, you know, there
was six of us and most of the family was on the 
factory. Me mother was then on Mason's and Jean wa3 on 
Mason's - me si3ter - along with her husband later, who 
was to be."
Self: "Did Jean meet her future husband on Mason's?"
21*Strathern (1981) op.eit. p.xxx.
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Elaine: "Yes. Then I’d got another sister that was a bander
and liner on the same factory, so me mother was there 
with her sister. Me mother worked in clay end [as a 
maker] and it was a lot different then than it is 
now."
Self: "How old were you when you first went on a potbank?"
Elaine: "Fifteen."
Self: "Did you ever see your mother working before then?"
Elaine: "Yes, when I was little. Then she worked on Ridgways.
It was nice on there. You know, we used to go, Sheila 
[her sister] and me, mostly on a Friday to wait for me 
mother and then occasionally we used to go on the back 
way and we would sit and wait for her and there was one 
gentleman I remember used to put us up on me mother’s 
bench when they were cleaning it and he would have us 
singing, Sheila and me and he would go round with the 
cap and he would collect pennies and half pennies and 
he would give them to us, you know on the Friday and we 
used to enjoy it. He used to make a fuss of us."
Self: "Can you remember what hours your mother used to
work?"
Elaine: "She would work eight till, I think, twenty past five.
They were long hours and Saturday morning as well and 
she worked on there with her sister, me auntie Lizzie, 
which is passed away now but I remember they used to 
come home together of a lunchtime when we come home 
from school. Me mother would be there with her sister 
and it was nice. The factory wasn't far from where we 
lived. Three or four minutes walk that's all from our 
home to the works. And me sister, that went to Canada, 
she worked on there, Irene, with me mother because she 
was the oldest girl, so she was the first one to go 
into the factory and she left off Ridgways to go to 
Canada and they give her a nice send off and they 
bought her some pearls you know, it was quite nice." 
Self: "So did your mother help get the job for your sister,
and then for you?"
Elaine: "Oh I would think so and there was a lot of choice in
the factories, you know, it wasn’t a matter of just 
going to one faotory and accepting a job, you could go 
to quite a lot of factories and get a job."
Self: "If there was such a lot of choice, why did you choose
Mason’s?" ...
Elaine: "Well then that's where me mother was and I got two
sisters on there, plus an auntie, and I think going on 
to a factory which is rather huge, and the shops were 
very huge, I think to have a mother there and some of 
your family, it helps and I was always round the 
factory going to me mother and going to me sisters."
This paintress’ family offered her protection and support on a large
and perhaps otherwise frightening potbank. For this young school
leaver kin provided points of anohorage, people to visit to break up
the new routines of work, a ready-made identity and a sense of
belonging « "that’s where me mother was". Like her sister Jean, Mrs,
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Foulkes was also to meet her future husband on Mason's. Through 
marriage the daughters further extended their family's connections on 
the potbank. The proximity of home and work meant that the women of 
the family could go home at mid-day, for a rest, as if home were an 
extension of their workplace. Although Mrs. Foulke3 did not work in 
a family work group - her kin and affines were dispersed throughout 
the factory - her close links to workers in other shops nevertheless 
supported her, providing her with a place as a member of a particular 
family. She carried a family name and with it the family's 
reputation. As Wolf has argued even where ties of kin are diffuse, 
the family remains the "bearer of virtue, and its publio reflection, 
reputation". Public evaluations of a person lead back to the family, 
just as the family's reputation is diminished by the act of any one 
of its members.25 it could be seen that the family's younger 
daughters were "doing well" when they became paintresses. It is an 
achievement for a woman in the clay end to have a daughter who works 
as a paintress. This is a step up the social ladder. Over time this 
family became firmly established.
4) The Extent of Family Employment
Turning to the historical material the importance and extent of
family employment is further shown by Whipp's study of pottery
workers. From a sample of one neighbourhood in 1920 he shows that;
"Out of four hundred recorded pottery workers and unionists in 
this area the strength of family employment can be demonstrated, 
191 or 47,48i of the workers were in families where other 
members of the family were potters. Secondly, there were 76
25wolf, Erio R.: 'Kinship, Friendship and Patron-Client 
Relations', pp,1-22, in; Banton, Michael (ed.); The Social 
Anthropology of Complex Societies; A.S.A. Monograph 4, 
Tavistock, London 1968, p.8.
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working families: within these family units the mean number of 
members per family working on the potbank was three." 26
In 1971 Lilleker and Smyth carried out a study of women pottery
workers which showed that sixty-one percent currently had one or more
relatives also employed in the industry (see Table 7 below).27 in
another study of a large modern potbank by Bellaby and Sidaway, a
stratified random sample of workers showed that 40.7$ of women and
46.9$ of men had relatives working at the same potbank, while 22$ of
the women and 17.7$ of the men had a spouse working there. Table 8
below shows that as the age of the workforce increases the percentage
with relatives at the same factory declines, 42.7$ of those under
thirty years of age compared to 7 1.2$ of those of forty five and over
did not have relatives at the same factory.28
TABLE 7
Number of Members of Family in the Pottery Industry^
At Present Time In the Past
Number Number Percentage Number Percentage
0 141 39.0 130 36.0
1 108 28.9 127 35.2
2 71 19.7 59 16.3
3 22 6.1 27 7.5
4 10 2.8 10 2.8
5+ 6 1.7 5 1.4
Note: •Family' is parents, grand-parents, siblings, children and 
grand-children and husband.
28Whipp (1983b) op.cit. p.112. Sample taken from Ceramio and Allied 
Trades Union Collection, William Broad's Collector's Book, for July 
1920 - June 1921, covering the Basford area of Stoke.
27Lilleker and Smyth (1972) op.cit, p.22.
28Bellaby, Paul: 'Personal biography, the household cycle and the 
myth of family work in a potbank', paper given to British 
Sociological Association Annual Conference on Sociology and the 
Life Cycle: University of Loughborough 1986, p.5.
29Source: Lilleker and Smyth (1972) op.cit. p.2 2.
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TABLE 8
Family Employment on One Potbank30
Men Women Under 30 30-44 45+
Family 17.7 22.0 27.9 18.3 11.9
(spouse) (8.3) (1 1 .0) (1 1 .8) (8.3) (8.5)
Other relations 29.2 18.7 29.4 25.0 17.0
No relations 53.1 59.3 42.7 56.7 71.2
N= 96 91 68 60 59
Although data given in these two tables provides clues to the nature 
and extent of family employment in the pottery industry, 
interpretation and comparison is problematic. Bellaby argues that 
his data shows that "there is at best ambiguous support for the view 
that potters' families worked for the same firm", and that 
"recruitment by family and kinship is not the statistical norm".31 
However, unless quantitative and qualitative data on kinship can be 
related it is difficult to grasp the meaning of family employment in 
the potteries. For example, in my view Bellaby's data shows the 
strength of family employment on his particular potbank, where almost 
half of the men and almost a third of the women have relatives 
there. The following ethnographic material on kinship on this 
particular potbank is therefore intended to supplement the 
quantitative material supplied by Lilleker, Smyth and Bellaby 
repectively. Because I want to look at kinship in detail, discussion 
is limited initially to nineteen workers who in the course of 
fieldwork worked in the first floor casting shop. However, it needs 
to be emphasised that the mechanisms described here are not exclusive 
to the potters. The dynamics of family employment detailed in these 
nineteen accounts operate for both potters and palntresses alike as
3°Source: Bellaby (1986) op.cit. p.5. Figures given are percentages.
31ibid. p.i>.
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well as for other workers on the potbank. Although occupational 
structure and workshop size does affect the range and character of 
the connections which relatives can establish,the basio mechanisms 
remain the same. Later on the character Jug painting shop is also 
discussed, so that decorating end and clay end can be compared.
5) Family Employment in the First Floor Casting Shop
There follows a discussion of the nineteen workers32 of the first 
floor casting shop which shows where appropriate their kinship 
connections, and the way family connections were used to obtain a 
job.33 To avoid confusion, where a job was obtained with the help of a 
friend or neighbour, this detail is given in the text and not in the 
diagram itself,
Doris - Overlooker
When Doris came to Beswick in 1967 she had no relatives at the 
factory, although her father had worked there previously on the 
kilns. This illustrates the local and easily available nature of 
employment in the*area at that time. Like her father Doris "just 
came and asked at the lodge" for a job.
Nancy - Machine Caster
Nancy came to Beswick in 1967 as a trained caster. All Nancy's 
six sisters are casters, one of them trained by Nancy herself. Nancy 
started work at Beswick part-time. She came along with a friend with 
whom she worked. It took several years to establish herself. Once 
established as a full-time worker with her own casting machine,
32During the course of fieldwork nineteen workers altogether 
worked in the first floor casting shop, six more than at the 
time discussed above in chapter 4.
33Numbers within circles (female) and triangles (male) indicate 
the order of obtaining a job at Beswick; shading is used to 
indicate relatives who do not work at Beswick.
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however, Nancy was in a position to ’speak for' other relatives. 
Relations of affinity were also established for Nancy when Paula (one 
of the first floor casting shop spongers) married the son of one of 
Nancy's sisters. When Paula first came to Beswick, before she was 
engaged to Nancy's nephew, she introduced herself as the daughter of 
one of Nancy's 'girls'. Nancy then already knew Paula's mother 
because she trained her as a caster.
As earlier discussion has shown the relationship between 
"Missis" and "girl" is close, personal, and long-term. As the 
daughter of one of Nancy's "girls" Paula had an already established 
relationship with Nancy, which was reinforced when, as the wife of 
Nancy's nephew, she became her "niece by marriage".
52 ) Sponger 03 ) Sponger
Ego
Caster engaged
Sponger Sponger
(Paula - 
see below)
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Joan - Machine Caster
Joan came to Beswick in 1970 and was ’spoken for' by one of her 
sisters-in-law:
Since then one of her sisters-in-law has left, and the other left for 
a while and then returned. So at the present time Joan has one 
sister-in-law on Beswick who works as a sponger. She has two sons, 
one still at school and one on a Youth Training Scheme. Joan is a 
"floater" and moves about the clay end to take over a casting machine 
if someone is ill, or the shop is busy. Her sisters-in-law did not 
work together in the same shop, although Joan worked for a time with 
the one who has now left. As in Nancy'3 case this shows how 
relatives are dispersed throughout different shops in the clay end. 
Angle - Machine Caster
Angie was 'spoken for' as a school leaver by her sister's 
mother-in-law, who was a supervisor in a different shop, and who from 
time to time is called in to the first floor casting shop if there 
are problems with the work. It is a difficult situation for Angie 
because some of the other workers in the small figure unit are 
sensitive to anything which might appear as 'favouritism'. Over time 
however Angie's situation has changed because now Nancy has retired - 
so that she has become the shop's most experienced caster, the 
supervisor has died, and Angie's sister has got a Job at Beswick
Ego
Caster
Sponger Sponger
268
(temporarily in the first floor casting shop). Angie met her husband 
at Beswick, and although he left before they were married she was 
engaged to him while they were working together:
Angie’s personal history is bound up with the life of the factory.
Her situation in the shop has changed over a period of time, and she 
has now established herself in a position to 'speak for' someone 
else.
Joyce - Sponger
Joyce has no relatives at Beswick, although she has worked with 
her sister in the past on another factory, and two of her sisters 
work on a potbank elsewhere. Of her two children, the daughter is 
married and has moved away from the Potteries, and her son (who gave 
up a university place) has found "a better job than working on a 
potbank". At one time Joan had no family connections on the shop 
floor, although later one of her sisters-in-law came back to the 
factory. As shown in this case relations of kinship and affinity at 
work have a great fluidity,
Paula - Sponger
Paula's connections to Nancy have already been described. 
Originally she came to Beswick after seeing a job advertised in the 
looal newspaper. Early on, at her mother's prompting, she introduced 
herself to Nancy as the daughter of one of her
0 Supervisor [died 1984)
T rei nee 
Manager 
[left 1980]
Efl® Sponger
Caster
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"girls", and through her boyfriend (now her husband) she developed 
further, more properly familial, relationships with her fellow 
workers. Before Paula was transferred she had the mother, cousin 
(MZD) and auntie (MZ) of her fiance working as spongers in a 
different shop, and her own mother's "Missis", another of her 
fiance's aunties, working in the same shop. Paula drew on 
pre-existing work relationships, and later through her engagement 
established close connections with women workers in a different shop.
Sheila - Sponger
Although Sheila has no relatives working at Beswick she came 
along with her friend Nancy (the machine caster), with whom she had 
worked previously, and has been at Beswick for seventeen years. As 
earlier discussion has shown she has made close friends in that time 
with two women. The first friendship lasted for most of her years at 
Beswick and now, after moving into the first floor casting shop and 
being separated from her old friend, she has made friends with Sue.
It was my impression that friendships of this non-familial kind are 
not sustained by the continuity of family connections outside the 
factory, when broken by a move at work. For example, sisters who 
work in different departments and do not therefore have close contaot
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at work are bound by their involvement in the events of their family. 
When they do meet occasionally to chat at work, discussion of 
parents, sisters and brothers provides a shared bond. In Sheila’s 
case then the connections she has to the daily life of her friends, 
and of her friend’s family,require continuous renewal which can be 
provided only by physical proximity on the shop floor.
Elaine - Sponger
Like Sheila Elaine has no relatives at Beswick. When she left 
to look after her adopted child, Sheila in fact took over her old 
bench (next to Sue’s), and also in time her place as Sue’s close 
friend in the first floor casting shop.
Nora - Sponger
Nora was born in Southern Ireland and came to the Potteries to 
marry a local man who works on another potbank. Her other relatives 
from Ireland all live in London. Her only child, a daughter, worked 
on another potbank for six months when she first left school until 
she could get a ’better' job In an office,
Irene - Sponger
Irene was ’spoken for* by her brother who trained a3 a 
figuremaker at Beswick (he has since left to work for Wedgwood). At 
one time she also had two nephews in the clay end (her brother’s 
sons) and Irene still has a sister and a niece who work as spongers, 
each in different shops. Irene’s father once had a job here, before 
any of his other relatives came to Beswick. One of her sister’s 
daughters also came to Beswick as a sponger but only stayed for a 
short time, leaving to work in an office. Irene also met her second 
husband at Beswick and has ’spoken for’ her son for a labourer’s job.
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Ivy - Sponger
Ivy was ’spoken for* by a neighbour, who works in another 
department and with whom she now comes to work. Ivy has also 
established a close friendship with Joyce in the same shop, although 
as they do not live near each other they only meet at work. Her two 
children are not yet of school-leaving age, and so she has not yet 
’spoken’ for them but intends to do so when the time comes.
Sue - Sponger
Like many of the other women Sue has connections with other 
shops through ties of kinship and affinity. Her elder sister, who 
'spoke for' her, also worked as a sponger in another shop until her 
early death, and now Sue has her aunt (MBW) in the next shop and a 
"third cousin’’ upstairs (her MFBDD) and also her MFBtf. She has 
unsuccessfully ’spoken for’ her son.
272
O
Sponger
Sponger
Sponger Sponger Ego
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Ann - Sticker-up
Ann and her sister were made redundant from their previous job. 
Both had worked together in the same department as dippers. They 
came along together to Beswick and asked at the lodge for a job.
Ann’s sister got a job as a caster and Ann as a sticker-up, but her 
sister left four years later to have a baby. Ann has ’spoken for* 
both her son and her daughter (her only two children), although her 
daughter has now found work elsewhere. When she came to the first 
floor casting shop Ann already knew Irene from their childhood in 
East Vale, and also two women in the next shop. Although Ann has no 
relatives at Beswick at the present time, she says that her sister 
may return and hopes that her son might also be offered a job.
Stanley - Caster
Stanley is a member of one of the well-known ’families’ at 
Beswick. When the personnel manager describes Beswick as a * family 
firm’ it is to families such as this that he refers. Stanley's 
situation clearly illustrates the way in which such families 
establish strong footholds In the factory. After only seven weeks at 
his first job elsewhere Stanley was sacked, and so his uncle Fred 
(EB) t a caster, ’spoke for’ him. Stanley’s cousins (uncle Fred’s two
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sons) were also working as casters, 'spoken for’ by their father. A 
third cousin (uncle Fred's son) then came to do nights on the kiln. 
Recently Stanley gained information about a forthcoming retirement 
through his family connections, was able to 'speak for' his father 
(who had been unemployed for some time) and got him a job as a 
warehouseman. There are now six members of Stanley's family at 
Beswick, (apart from one who was transferred to another factory), and 
his kinship connections are spread across departments:
Harry - Caster
Although Harry's father had worked at Beswick as a labourer, and 
at one time his mother as a paintress, it was a close »family friend» 
("friend of my father's*') who 'spoke for' Harry. More recently he 
enquired about a Job for his son, who now works at the factory as a 
trainee fitter.
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Ron - Caster
Ron just came along to the factory and "asked at the lodge" for 
a job. At fifteen he was taken on as a ’lad' and worked his way up 
to figuremaker. He has no relations at Beswick, and no family 
connections in the pottery industry.
Ashiq - Caster
Ashiq was the only black worker at Beswick, and left to get 
married. He has not returned and it is rumoured that he now works 
for his father's taxi firm.
David - Caster
David was transferred to Beswick from another potbank, and has 
no family connections at the factory.
Peter - Caster (Youth Training Scheme!
Peter's father, a labourer, 'spoke for' him, and he came to 
Beswick early in 1983 along with several other trainees - all except 
one of whom had family connections on the potbank.
2? 5
Fine strands of kinship, family and friendship weave in 
intricate ways through many of these accounts. As these nineteen 
accounts show, at different points in the lifecycle these ties and 
connections take on different meanings. As Elaine Foulkes' interview 
illustrated, even when jobs are plentiful (as they were in the late 
1950s), the family exerts a pull, drawing its young members towards a 
particular potbank. When taking on school-leavers, preference is 
given to applicants who have a relative employed at Beswick, or at 
another of Royal Doulton's factories. The personnel manager told me 
that before the present state of nil recruitment,which began in early 
1931, approximately sixty per cent of school-leavers were drawn from 
this category. More recently in June 1983, at a time of widespread 
unemployment which coincided with an upsurge in demand, of the 
sixteen Youth Training Scheme trainees taken on only one was an 
'outsider*. All the others had family connections on the potbank, 
except one whose relative worked at another Royal Doulton factory. 
Sven in the case of the "outsider* the young woman's best friend's 
mother worked at Beswick and 'spoke for* her.
During their working life, as shown for the first floor casting 
shop, individuals move in and out of family employment. In the 
bourse of a working lifetime an individual may work with a range of 
different kin and affines. A snap-shot picture of family employment 
°annot take these cyclical changes into account.
The above data will now be used to show the strength of the 
distinction between paintresses and potters on this particular 
Potbank, Referring to the nineteen accounts it can be seen that 
Unship connections do not link the two »ends' of the factory. 
Although kinship ties establish links between potters in different 
®h°P3, kinship also serves to reinforce and,through informal 
ecrultment reproduce,the social differentiation of the two
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occupational groups. While paintresses and potters will be found as 
members of the same families, as already noted in chapter 2, this 
intermingling is not found on this particular potbank, An 
explanation for this may be found in the way workers are recruited.
In order to ’speak for’ someone it is necessary, as we have seen, to 
have established a relationship with the manager of the shop. This 
means that clay end workers are already at a disadvantage when 
speaking for a relative for a job in the decorating end, because they 
are not familiar with the manager. Also, because kinship connections 
serve as a source of information about job vacancies, the clay end 
worker is at a further disadvantage when it comes to knowledge about 
vacancies for paintresses. As the earlier interview with Mrs.
Foulkes illustrated, however, on ouch larger potbanks kinship 
connections do bridge the two departments. It may then be suggested 
that on a medium-sized potbank such as Beswick, where workers 
encounter each other in the course of daily activities (in the 
canteen, toilets, and corridors) that tensions between paintresses 
and potters who are related cannot be easily absorbed.
6) Family Employment In the Character Jug Painting Shop
Discussion now turns to the paintresses and to the nature of 
family employment in the decorating shops. Table 9 below gives 
details of the kinship connections for those eighteen character jug 
Paintresses (out of the forty in this one shop of approximately 3ixty 
women for whom details were obtained) who have relatives in the same 
shop.
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TABLE 9
Family Employment in the Character Jug Painting Shop34 
Paintress no. Kin working in the same shop
1 D,D
2 D,D*
3 M,Z
4 M,Z
5 M,Z
6 D
7 M
8 Z,Z
9 z,z
10 z,z
11 Z,D,ZS
12 Z,ZD,S
13 Z
14 Z
15 D
16 M
17 M,MZ,MZS
18 M,MZ,MZD
*engaged to shop’s assistant manager
The kinship networks involved give to family groups a greater 
presence in the shop than is apparent simply from this list. For 
example, the shop steward has two sisters who work in the shop, all 
three of them active on the Pricing Committee. One of the supervisors 
has two daughters and a future son-in-law in the shop. There are ^\VCr 
women with daughters in the shop, and one with a son, and
^ksisters. Kinship connections of this kind are further extended by
the relationships between aunts, cousins, nieces and nephews which 
arise when, for instance as in this case, two sisters and their 
children work together in the same shop. The diagram below represents 
lust such a situation in the character jug shop.
34Source: author’s own Interview material,
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Connections of kinship and friendship at the bench
Here the rectangle represents the bench at which sit the two sisters 
and the "best friend" of one of them. The fourth paintress also has 
a sister in the shop who works a few benches away. Terms of 
reference in quotation marks show the extent of the cross-cutting 
relationships involved. Family groups such as this (ego also has a 
son who works as a labourer at Beswick) underline and enhance the 
influential and social status of this paintress because her 
established position in the shop, her ability to ’speak for» someone, 
i-3 shown publicly by the presence of such a family group, and also by 
the presence of her "best friend".
There are other strategically placed family groups in the shop, 
one further example will illustrate:
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A strategically placed family group
Sit together 
at bench
[common law 
s  marriagel
In this case three sisters work as paintresses in the same shop. The 
brother of one of them, who does not himself work at Beswick, lives 
with (and has a child by) another of the character Jug paintresses. 
Two of the sisters, both on the shop’s Pricing Committee, work next 
to each other at the bench. When she came to Beswick Elaine already 
knew Sue, and U3ed to go out together with Karen. Ju3t before Elaine 
went to live with Karen's brother Bob, Karen herself got married, and 
since then the two couples have become very close, going on holiday 
together, for example. This alliance between de facto 
’sisters-in-law' led to a dispute in this shop which will be 
®entioned here, because it illustrates the tensions 
to which family employment can give rise.
Elaine's common-law husband is divorced from his first wife, who 
bas remained a close friend of Ann's, her ex-sister-in-law, and 
Karen's older sister. When Bob's first wife, an ex-Beswick 
Psintress, came back to work there a rumour spread that Elaine's two 
close friends (who sit with her at the bench) were antagonistic 
towards their friend’s rival. Elaine's close friend Karen, and 
Wren's sister, Ann, were "not speaking" to each other at that time
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and in fact neither Sue nor Ann had gone to Karen’s wedding. Elaine 
and her two friends assumed that Ann had spread the rumour relating 
to Ann's ex-sister-in-law, and the situation became extremely tense, 
leading to management imposing a ban on casual movement between 
shops.
The interplay of relationships of kinship, affinity and 
friendship can then lead to the emergence of social relations at work 
of a complex kind. In addition to their family connections Sue and 
Ann were members of the Pricing Committee, and Elaine was known at 
one time as the shop's "unofficial supervisor* because she was 
extremely knowledgeable about the way piece-rates were calculated.
At the time when Sue and Ann were "not speaking* they worked together 
on the Pricing Committee, which- illustrates that the women are able 
to manage their relationships, and to make a clear distinction when 
necessary between family and work. Although estranged from each 
other the two worked as allies to bargain with management over 
prices, lifting the ban on "speaking* where union business was 
concerned.
In the previous chapter it was seen that the relative size of 
the two shops considered had effects for collective action. It can 
also be seen that differences in the size of shops affects the 
character and extent of kinship connections within them. In the clay 
®hd, although In some shops kin and affines do work together, the 
shops are relatively small. The extent of the relationships which 
can be built up within them is then constrained in a way which is not 
the case In the painting shops. As shown above in the painting shop 
female kin work together, building up relationships which are far 
°°re extensive (Involving family friends and their kin) than amongst 
the female potters.
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7) The Family Work Group
Turning now to the family work group: although there are no such 
groups in the first floor casting shop, they do exist in other shops 
on the potbank. It i3 a management strategy to disperse kin across 
different shops, because when kinship work groups do become 
established they can exert considerable control over their work. One 
experienced and respected manager, not known for his lack of 
confidence, spoke of family groups "being dangerous because they gang 
up against you". Managers are sensitive to the potential strengths 
of the family work group. It is perhaps then surprising that such 
groups emerge at all. That they do is testimony to the potters'
persistent attempts to direct and manage their work situation. It
*
also illustrates that the relationship between management and workers 
is not one of simple dominance and subordination; workers who are 
established, who are fast, efficient and reliable, command a say, 
albeit limited, over their working lives.
Neither does management have control over the potters* hearts 
and desires; through marriage and also friendship new work groups can 
be established, subtly altering the existing work relations. This 
was the case for example when one of three sisters, who worked in the 
same shop as spongers, became engaged to a caster in their shop. All 
three sisters (whose mother worked as a supervisor in the next shop) 
were extremely fast spongers, A manager told me that their speed 
"l'an in the family". Their speed was the sisters* bargaining 
strength which, when combined with their connection to one of the 
shop's fastest casters, made them a force with which to be reckoned, 
^beir shop became something of a legend. It was noted for loud and 
almost continuous swearing, a bawdy work atmosphere to which new 
workers had to conform. It was my impression that this made the shop 
*t*rd to manage. Two members of this work group, the sister and her
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fiancej were able to take their annual holidays in working time 
against the wishes of their manager. Potters usually take their 
holidays at the same time of the year. Control over the working 
conditions in their shop, expressed through their bawdy language, 
extended to control even over the timing of their holidays.
As noted in an earlier chapter Beswick is said to be a "family 
firm", and as evidence certain families are pointed out (such as 
Stanley Lawton's above). Such families are analogous to the "core" 
families of Elmdon.35 on the potbank these families are generally 
recognised to have a central place. However, this does not mean to 
say that those concerned work together, or that their family has 
served to train them in craft skills. At Beswick the family does not 
serve its family members in these particular ways.
8) The Advantages and Disadvantages of Family Employment
When the system of work allocation is taken into account it can
be seen that it is an advantage to work alongside kin or close
friends where alliances are already established. In arguments with
fellow workers or supervisors kin can offer protection and support.
It is also possible for a family work group such as that described to
regulate their output informally. Between them they can compensate
for "good" and "bad" work. Hareven has made a similar point in her
study of the Aaoskeag mill workers:
"Out of consideration for each other, they [kin] rarely exceeded 
the production quotas that had been informally agreed upon.
This type of family work pattern also allowed older workers to 
hold onto their jobs for a longer period. Those in speedier and 
'■•:.more .exacting.jobs traded their know-how for .assistance from 
: younger relatives. When family groups■worked together, as in 
the case of the Scottish dyebouse workers* older workers could., 
stay on the job as long as younger workers were willing to 
perform the more: physically .taxing tasks. Relatives thus '
provided mutual support in facing supervisors and in handling 
■ the work pace. The presence.of kin in the same workroom,
35Strathern (1931) op.cit, f p .27-8.
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especially relatives who were well respected or in the same 
supervisory positions, sheltered workers from fines, layoffs, 
and, in certain circumstances, mistreatment by management or 
conflict with workers."36
Hareven draws attention to the variety of ways in which kin could 
Interact within the work group. As on the potbank assistance from 
kin takes a variety of forms, including assistance in times of 
Illness, Kin are able to inform the manager of a relative’s illness, 
collect forms and sick pay for them and deliver messages between 
relative and boss. Older relatives can provide younger ones with a 
range of information, including advice on how to deal with 
supervisors and work study engineers: ’tell her [supervisor] you’ll 
redo your work but not somebody else’sl'; ’don’t panic and take your 
time fetching boards’. However, as Hareven also notes, kinship ties 
can serve as a source of conflict and tension. Kinship connections 
to supervisors have given rise to resentment from other workers and 
to accusations of favouritism. One worker in the first floor casting 
shop,for example,claimed that the machine caster’s mother-in-law, a 
supervisor, allowed her work through even when below standard. I was 
also told that two palntresses whose mother was their supervisor got 
more than their fair share of the "good" work. In my experience such 
kin connections were generally the focus of such claims. Cunnlson 
too found that this was the case amongst the garment workers she 
studied.37 Hareven states that in order to allay any suspicion of 
being favoured by close relatives who were overseers, some of the 
mill workers preferred to work in different rooms,36
^Hareven {1932) op, cit. p.1QG.
37Cunnison (1966) op.cit.pp.218-9, 236,
38»Hareven (1982) op,cit. p.112.
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Kinship relationships at work are doubly weighted, for arguments 
arising in the workplace are taken home where they are taken up into 
domestic quarrels; in turn quarrels from home are brought into the 
workplace, intensifying shop floor disagreements. One woman came to 
Beswick after leaving her previous job because of continuous 
arguments with her sister, while another woman left because of 
tension with her ex-mother-in-law. Pieceworkers are already under 
pressure as we have seen. Kinship connections, however basically 
warm and close the emotional ties involved, can at best only modify 
these pressures of working life. It was also my impression that 
women did not want to work with their husbands. When asked why they 
worked on different potbanks, when husband and wife were both pottery 
workers, the married women responded with Incredulity. It was taken 
for granted by these women that a woman would not want to work 
closely with her husband. At work I observed that women enjoyed a 
freedom of expression which they seemed to feel inappropriate at home 
in front of their husbands.
There is no longer a high turnover of workers who move from 
factory to factory, or who stay only for a short while, leave, and 
then come back again. Moreover, because so few are now needed, 
management can select workers from a large number of applicants, and 
in this situation it is clearly seen how family connections are 
Mobilised by both'workers and'management. Workers who for years had 
Perhaps only one other relative working at the factory now, under 
Seditions of high'unemployment, may have three or more*, drawing 
attention.to the effect of.the labour market upon ’family 
employment'. ■ ■ . ' '
. Management utilises family connections in a-number of ways:;to"" 
®ai*age the workforce, to select and recruit workers, and to enforce 
w°rk discipline. The personnel manager explained that the *key word*
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is "stability". If a school leaver's parents, or an aunt or uncle, 
are already working here, he continued, then the trainee is in his 
opinion going to be "more mature". Close relatives are brought in by 
him to assist with discipline, to give the "youngster" concerned a 
"clip round the ear", as he put it. In one case a woman who took her 
son's side in a dispute with management resigned because she felt 
that he had been wrongly dismissed. On another occasion when I was 
sitting in the personnel office,one manager who wanted a particular 
paintress dismissed because of her bad work and poor timekeeping, 
reinforced his case by stating "She's just like her mother!". It is 
to the advantage of the workers then to be seen as "reliable", 
because their conduct will be used to assess other members of their 
family if they apply for work or, as in this case, if they get into 
trouble with 'the boss'. In this way a backbone of 'good' workers 
connected by kinship is built up. These workers are loyal, reliable, 
cften key workers too, who have established a close relationship with 
management. Because;of this established families may became 
s«lf-selecting. A worker who has built up a good relationship will 
n°t jeopardise it by 'speaking for' someone who is unreliable or a 
known 'trouble maker'... .Bodnar has argued that job .procurement was a;-. 
Cr*heial function in the context, of family life, kin determining not 
0i%  where people would start work but at what time in the family's 
lifecycle.39 This is illustrated in the interview with Mrs. Foulkes 
&hov«, Her family could not afford to support her through a low-paid 
^Irdresser's apprenticeship when there was good money to be made on 
%  Potbank,Cunni.soa cites the case of two sisters, both of whom were 
Sa°k®d on a. Christmas Eve. Out of si* sisters they .were ,th« only two
nar <1982) cp.cit p.».
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with jobs. After three days on the dole the younger of the two heard
of a job, but sent the other sister after it because she was the
elder.^0
Kinship connections operate at a number of different levels in 
the workplace; school-leavers on their first day at work already have 
an established set of relationships with kin and will already have 
met their relatives and close work-mates outside work. While the 
work routines may be unfamiliar fellow-workers may not, and already 
the young potter or paintress will have heard of the everyday 
’doings' of the shop or department. The strange new world of work
then is not entirely unknown. Even when not working together more
experienced relatives may serve to set the standard of work routines, 
even when these standards may be inappropriate as In the case of the 
trainee caster who shared unofficial breaks with his father, who was a 
labourer. The caster who was training his son expressed the opinion 
that this was preventing the youngster from developing a work routine 
suited to his casting job.
Although not all jobs require a long training period it takes 
time even for spongers and stlckers-up to build up their speed. For 
example the sticker-up in the first floor casting shop took five 
®onths to do so. Faintresses can take much longer to train and it 
®ay be a year before they are put on piecework. There are thus 
advantages for the firm in building up links with its trained and 
r®liabl® employees by making employment available for their 
relatives. Since the Second World War there has been a shortage of 
labour in the pottery industry, putting workers in a relatively 
8tr°hg bargaining position as compared - to the pre-war period. Family 
et6Ployment offers advantages to both management and workers although,
— ™
'-unniaon (1966} op.cit. pp.72-3.
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as described earlier it also has limitations and disadvantages for 
both of them. As a particular family builds up and extends its 
kinship connections on the potbank, it3 bargaining strength and 
status is increased. The family can potentially command through the 
various workers who are connected to it a range of skills, knowledge 
and experience, k s  in Stanley Lawton’s case, for example, family 
connections can also provide information about job vacancies in 
different departments and personal links to the supervisors and 
managers within them. Conversely, however, the more members of a 
family are employed on a single potbank, the more vulnerable they may 
become to redundancy or to a manager’s displeasure. As Whipp has 
argued:
"The method of employing labour was not entirely random. Skilled 
workers, as we have seen, enjoyed the discretion of employing 
workers of their choosing. Other members of the family or near 
relatives were a natural choice. Also, potters enhance their 
social standing, their commitment to the workshop, by 
successfully introducing relatives. They demonstrated that they 
could ’speak for* someone. Owners were often happy to make use 
of these informal recruitment methods. They saved time and they 
could also become the means of ensuring the loyalty of the 
sponsor by increasing his of her need to maintain employment."1^
Bodnar has also made the point that job procurement was a crucial
function in the context of family life. It was kin who determined
not only where people would start work but at what time in the
family’s lifecycle.^2 This chapter began with an interview with a
Paintress where this point was clearly made. Although the woman
concerned wanted badly to become a hairdresser, her family required
her earnings. It was my impression that the need for children to
contribute financially to the household is as pressing today as it
Waa when she started work In 1957. Moreover during the fieldwork,
When the recession bit its hardest in the Potteries, It became
^ h l p p  (193jh) op.eit. pp.lU-5,
‘Bodnar (1982) op.eit. p.lto.
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noticeable that kinship connections became the main means of 
obtaining a job both for school-leavers and for the unemployed. At 
this time loyalty and reliability were rewarded and established 
workers were able to use their position to their advantage and to the 
advantage of their relatives.
9) The Imagery of Kinship
The concern with actual kinship connections should not however 
draw attention away from the idiomatic nature of ’family* relations 
at work where, as in the in the following example, fictitious 
relationships are Involved. For example, Sue Colclough (who works in 
the first floor casting shop) and the manager of the shop share the 
same surname. Sue is much younger than him and in a joking 
relationship referred to him as "Father". After leaving work to have 
a baby Sue then got a new job which she did not like, but at that 
time there were no spongers' jobs being advertised at Beswick . One 
day Sue met Irene in the street and asked if there was any chance of 
getting back her old job. Irene said she would go and see "Father". 
When she went into his office he was talking to two other men. "Mr 
Colclough", Irene said, "Tour daughter and (pointing to him 
accusingly and looking at the others) the mother of his child wants 
her old job back - how about it I". Needless to say Sue returned to 
Beswick, the friendship she had established previously at work with 
Inene serving to re-establish her connections. The strength of such 
fictitious familial relationships should not then be underestimated: 
under conditions of nil recruitment an imaginary incestuous 
relationship between manager and sponger served to create a new job.
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10) Family Visiting on the Potbank
In a different way the factory provides a site for family 
visiting of a kind which does not take place at home. For example, 
Irene has a sister Mary who works as a sponger in another shop. Once 
or twice a week Mary will stand and chat by Irene’s bench about 
everyday happenings in their family, and in their respective shops. 
Occasionally Irene goes to see Mary, and recently when a ban was put 
on moving between shops, she stated with defiance that "no-one will 
stop me seeing my sister!". Although the two sisters chat In an 
intimate, private way, this relationship is peculiar to the shop 
floor. They have never visited each other in their homes, and only 
see each other at their mother’s house when visiting their parents, 
if they happen to go on the same day. Their conversation at work has 
a personal and private dimension to it, unlike the more general 
chatter which characterises family meetings at their mother’s home.
Relatives also come and visit those who are working by "calling 
them off to the Lodge". The Lodge is the factory’s reception area 
for visitors, and also the place where relatives meet and chat more 
or less continuously throughout the day. Because Beswick is centrally 
Placed in Longton it is possible when out shopping to call In at the 
factory. To take time off to "go to the Lodge" is an accepted part 
of factory life, and the receptionist calls workers "off" over the 
'Tannoy* system. Because children are not allowed on potbanks they 
ar* brought to visit their aunties, uncles, grandmothers, cousins, 
etc. "at the Lodge". One boy whose parents were divorced and who 
lived with his father could only visit his mother "at the Lodge" 
khere her.prided in him, and his adoration of her, were expressed.
Toung couples * do their courting” in the Lodge, leaning together 
ih an embrace against the wall in the space between, the two sets of 
doors. The relatives who visit here often come in their best
290
clothes, with smart pretty children of whom a great fuss is made.
When a woman who has left the factory to have a baby brings it to 
show her friends whole shops may be called off, and on one occasion 
the shrieks and cries of pleasure of a large group of women could be 
heard almost throughout the factory. One woman whose marriage was 
breaking up, and who was about to leave her husband, discussed many 
personal matters with him in the Lodge. As the ’Tannoy* called her 
off, her close friends would offer to go with her "in case of 
trouble", or give her advice on what to say to him.
So familial relationships are given a point of focus and a 
common meeting place in the Lodge. The factory enables relatives who 
work there to keep in contact with each other, and relatives outside 
to visit them at work. Children come to see their parents if there 
are any problems at home or at school, and other family members meet 
and chat as if they were visiting at home. The discussion of the 
social life of the Lodge provides further support for the view that 
the sociological distinction between »home* and »work* (and its many 
variants) is not at ail straightforward or based on a simple 
separation of the two. On the contrary the fabric of daily life on 
the shop floor la coloured by the Interwoven threads of kinship, 
affinity, and friendship in which social relations at work are 
inexorably enmeshed,
^  Conclusion
This discussion has shown that the question of the workings of 
family and kinship in the Potteries is verycomplex. Apart:fro« the 
■theoretical problems involved in defining-what is meant by »family* 
and * Unship* which have not been dealt with here, the nature of 
family employment is Itself problematic. Even in the relatively 
^ ‘Qrt time which I spent on the potfcank, the character and extent of
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family employment underwent a marked change. It was apparent that
the family is sensitive to, and quickly responds to, changes in the
labour market, the lifecycle, and to the preferences of individuals.
Occupational structure and the geographic layout and size of
workshops also have effects for the types of connections and groups
which can arise on the basis of kinship.
The enigmatic character of family and work in the Potteries is
summarised In the following passage from The Spoilt Kill, a crime
novel set on a potbank in Stoke-on-Trent:
"I once asked Corinna about labour relations.
’Good,1 she said. 'Everything done with discussion and 
negotiation, works dance, cricket match, outing, the lot. One 
big family.*  ^ ^
*1 thought the family idea was demode?'
She shrugged. 'People are fools enough to imagine a family must 
be happy. They think It can't be-a unit without a welter of 
gush and kisses. The strongest families are the ones that never 
think of themselves as a family, they scratch and squabble, and 
then act together by Instinct in a crisis.' nl<3
'’Kelly, Mary: The Spoilt Kill; Penguin, Harmondsworth 196*1, p.74. In 
Potteries 'kiln' is pronounced 'kill'.
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CHAPTER TEN
Crossing the Boundaries of Space, Time and Status: rites of passage 
on the potbank
1) Introduction
Throughout this thesis the concern has been to understand the 
way potters and paintresses organise and make sense of the complex 
and many-sided relationships, tasks, and responsibilities which make 
up their working lives and their different work experiences* 
Constrained in differing ways by piecework time, factory discipline 
and production pressures we have seen that they create for themselves 
a rich social life at work. New friendships are made, old ones 
continued, familial relationships are maintained, and also through 
marriage to fellow workers new connections are established.
Family relationships, actual and fictitious, have been seen to 
play a central part in social relations at work. These arise not 
from some outside origin, but from the specific conditions of 
existence of the factory. The familial character of shop floor life 
is reinforced by many different events of great personal significance 
to the individuals and social groups concerned, which are celebrated 
on the potbank. These include birthdays, engagements, weddings and 
retirements. By far the most important of these, the most disruptive 
of daily work routines, is the "dressing up" ritual which precedes 
the wedding, and through which both men and women are put. Plate 11 
shows a paintress dressed-up as a Christmas Tree surrounded by her 
close friends and workmates.
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As this account will show factory rituals of the kind to be 
described here can tell us a great deal about industrial relations 
more generally, about specific forms of female work experience, job 
control and sexual division, and about the way work group identity is 
forged and custom and practice established. In order to understand 
the dynamics of the ritual it is necessary first to have some 
understanding of the nature of work, of kinship and of the segmented 
character of this particular labour force. Viewed in isolation from 
the broader backcloth of factory life the forces at work in the 
ritual cannot be uncovered. It is for this reason that it is 
discussed at this point in the narrative,
:2) A Description of the Dressing-Pp
Although the dressing-up ritual is different in each shop, 
varying in Important ways, for purposes of exposition I will describe 
the ritual shown in the film A Wedding in the Potteries. Apart from 
the fact that It took place in the character jug shop - of central 
concern to this study -extensive Interview material also exists which 
is used to show the meaning of the event for the paintresses. Later 
co the significance of the differences between the dressing-up 
rituals of paintresses and potters will be discussed.
On the night before the day of the dressing-up proper the future 
bride’s workmates stay on at work after she has left to decorate her 
*)eQch with streamers, balloons, and confetti. Her chair is tied up 
prevent her from working. Bawdy verses written in a bold hand on 
Pieces of cardboard torn from packing boxes also decorate the bench:
ONCE A KNIGHT ALWAYS A KNIGHT 
ONCE A WEEK IS ENOUGH FOfl ANYBODY
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CHRIS + MICK 
ARE GETTING WED 
HAND, IN HAND 
THEY'LL GO TO BED
CHRIS TELLS MICK 
LEAVE ON THE LIGHT 
MICK SAYS! NO!
I'LL LOOK A SIGHT
POOR OLD MICK 
HIS FACE ALL RED 
REMEMBERED
WHAT HIS FARTHER SAID 
"ALWAYS REMEMBER 
WHEN MAKING CONNECTION 
THAT YOU WEAR YOUR 
PROPER PROTECTIONJ
A good-humoured event, the decoration of the bench involves a range
of women; best friends, who will play a central part in the events of
the next day, fellow workers from the same bench and paintresses from 
other sections of the shop who in the past have worked with the 
bride-to-be. Although some planning has taken.place - streamers, . , 
balloons and confetti have been purchased - the decoration of the 
bench is not highly organised, unlike the dressing-up of the bride.
No one individual takes charge. The aim is to transform the bench 
from a place of work to a place of celebration» Having seen other 
benches decorated for birthdays, weddings and retirements the women 
already know what is expected and work together in a friendly huddle, 
comfortable and relaxed with each other:
"Are you good at tying knots?"
"Yes" ...
"Hold that one there"
"What about putting a board
"lou can put this one here, can't you?"
"Where do you want these?"
"Are we going to write on them?"
"Make it up"
"Write different things on it*
"Stick this on*
"Got a bit of selloUpe for this one?" 
"this exciting!"
1
^Produced as written.
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"Are we done?"
"Got a piece of sellotape?"
"Once a month did you say or once a week?"
"Enough for anybody"
"I hope she's not expecting do any work tomorrow"
"She probably is"
"No, you mustn't let her!"
It takes about half an hour to decorate a bench. Some women leave
earlier shouting their "tara’s" as they go. All night in the dark
and empty shop the decorated bench, marked out from all the others,
awaits the arrival of the future bride. In the morning she clocks-on
at the bottom of the shop and makes her way towards the bench;
Christine (the future bride):
"What's this here? Oh God! I'll get you after Susan! 
Look at this mess!"
Susan: "It isn't a mess*
Christine: "Oh God!"
There are laughs and shouts from the other women, a few of whoa are
standing around in ones and twos watching Christine's reactions as
she finds she is unable to sit down at her bench.
Christine: "I can't sit down anybody"
Workmate (innocently): "Why not?"
Christine; "Oh God! The chair’s stuck"
Workmate: "Well you're not supposed to be sitting down
are you?"
There is much laughter from the other women who continue to watch her 
33 she catches sight of two clay "tidges" (penises), one flaccid, the 
other erect, which have been left on a board on her chair. 
(Paintresses did not usually have clay penises made for the 
Messing-up although clay end workers usually did so. However in this 
case the women had been asked by management specifically not to make 
the event too bawdy, because of the filming. The clay penis was then 
®ade in defiance of management's wishes.) At this point the hooter 
®0®3 to sound the start of the working day. The women near her bench 
ahout "shame". Christine opens her cards, shouting thanks to people 
at their benches, Christine and her mother (who has been standing a
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little in the background, watching) have their photographs taken 
holding the board on which are the penises. "Come on Mother get hold 
of it", calls the supervisor, who is taking the photo.
After this Initial excitement the next hour or so passes 
relatively quietly, Christine and her friend fetch drinks from the 
machine and sit down at their benches; little work is done though, 
Christine and her friends chatting about the wedding bouquet and her 
father's feelings about her marriage:
Workmate: "Of course he's got nobody else there now. He can have 
another family now*
When the "breakfast" buzzer sounds at 9.15 a.m. it is time for the 
future bride to be taken to be dressed-up and to be separated from 
her own clothes and from her normal identity. Christine had 
threatened that "they'll have to catch me first" but when the time 
comes she goes along quietly, pulled along by the paper streamer 
around her neck, with eyes downcast. The group is composed of 
Christine's "best friend" (Dawn), a friend who sits at the bench 
behind her (Susan), a workmate from an adjoining bench (Hilary) who 
recently started at Beswick, Christine's mother, elder sister, and 
sister's friend, and Susan's mother who is one of the shop's 
supervisors. All the women except Christine are married. Going 
along with them is the film crew - myself, the producer, cameraman, 
assistant cameraman, sound recordist, and production assistant.
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Relationships of the Central Group in the Dreasing-Up
Sit together
Supervisor t J (> n ,
(~) rS (^ ) 6mi rS
mate V __'  friend v - y  friend
Hilary Susen Devn [go
Christine
Ôr-O
Sit together
As the group moves out of the shop the "Wedding March*1 is hummed, 
combining strangely with the «Death March" which is being hummed by 
others watching In the background, "Good luck" shouts a friend of 
Christine’s as she disappears with her entourage down the stairs 
which will take them out to the backyard and then to the ladies’ 
toilet. At this stage no future bride knows how she is to be 
dressed-up, because the details are kept secret from her. For 
several weeks now she will have been teased about the costume,
deferences will have been made to its scantiness ("we won’t need much 
°nly a bikini"), her friends have whispered to each other, going
Quiet
thr
and laughing as she approaches, and on many occasions teasing
®»ts will have been made to "black" her, Ihis teaai-ig \ 
ieod-humoured, no nastiness attaches to It, *nJ yet It introduces
«4 anxiety Into the future bride's aLnd, ooloortns her-
**P«ct%tior
th
ms of the forthcoming event. In the past both men and 
have been "blacked*, dressed up as "black sen* or "miners", i 
* lhr««t la given foroe by rumour. When the time coses the »«an
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concerned will have to rely on the good will and restraint of her 
workmates. The following extracts are taken from an interview at 
Christine’s bench on the day before the dressing-up. The three women 
involved are seated in a row with Christine’s bench at the front:
Self:
Christine:
Self:
Christine:
Self:
Christine:
Dawn:
Christine:
(Laughter)
Self:
Christine:
Dawn:
Christine:
Dawn:
Christine:
Self*
Christine:
Dawn:
Susan:
Self.
Dawn:
Self..
Dawn:
Dhristlne:
Dawn:
Seif.
Pristine;
Susan:
"Christine, you've not got long to go now have you?" 
"No. A few hours,"
"How do you feel about tomorrow?"
"Terrified. As you can see, I'm shaking,"
"Are you, already?"
"Yes. I was looking forward to it but I’ve changed my 
mind now."
"She'll be alright when we tie her to the post won't 
she?"
"Oh ar but you've got to catch me first."
"Have you any idea what you're going to be dressed-up 
as?"
"No, they keep on about boot polish and all that, but • ** * *
"We were thinking of her giving her some white gloves, 
you know, and blacking her face a bit. . , Hat You 
can sing 'Alabamy' can't you?"
"I don't even know It. You've had that. Black me 
face? Better come off of me night time, I'll tell 
you!"
"You'll be alright."
"Can't wait to see what it is but I don't want It to 
happen, if you know what I mean."
"No, I don't."
Well, I want to know what they going to do at me but 
I'm really worried about when they do it. Petrified." 
"I don’t think you should worry about it. I didn't, 
it's nothing."
"He dressed you up and we dressed you up nice."
•What were you Dawn?"
"I was the Turkish Delight woman with me tray of 
turkish delight!"
"Was you nervous on the day?"
"Terrified. They threatened me with everything. When 
they got me down there, I was shaking like a leaf,"
"We went'down, right, she sits in the chair.and we 
says to her "What.colour knickers have, you'got on?" 
because it was see-through you see, 'And she says, 
"Why?" I says "Well, what colour have you got on 
like?" She say »1*11 show you", and.when she lifted
her skirt up she'd got her mother's bloomers on. And 
Debbie who was trying to do her makeup couldn't do 
anything."
"I told them they were going to have a surprise. But 
they:made ®e take.' them.off." .
"What gave you the idea for the harem girl?"
"Her husband's Persian, So thought it would be nice 
to do something, you know, to do with him. So we 
thought of a belly dancer."
"He liked it and all, didn't he Dawn?"
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Dawn: "Yes. He liked it. He thought it was good. Didn*t
like the idea at first of being dressed up. I think 
he thought it was going to be rude you know.
Revealing
Returning to the day of the dressing-up: the group enters the ladies' 
toilet and Christine sit3 down. This is the moment about which she
has been teased. The teasing continues, taking a realistic turn
as white gloves are produced and Christine is told to put them on,and 
a tin of black boot polish appears.
Dawn: "Now, where shall we sit you, here? Now we’re going
to do your make up here."
[Laughter as white gloves are taken out of the carrier bag holding 
Christine's costume.]
Dawn: "Sit down, sit down!"
Christine: "A convict woman!"
Dawn: "Put the gloves on."
Christine: "You're kidding aren't you* [with panic in her voice]
Dawn: "No, put the gloves on. Do you think we'd kid on a
thing like this!"
[Laughter as the tin of boot polish is removed from the bag,] 
Christine: "No! You aren't, are you?"
[Shouts of laughter]
Dawn: "You'll be alright."
Christine: , "I.thought, you were kidding,"
Hilary: "There you are." [She goes towards Christine and dabs
the polish on her nose]
Davn: ,"Oh .no we're not!* [relenting] .
tMore laughter]
^awn; "Go on, I'll let you wash that off."
Christine: "Oh I thought you was going to black me face,"
[They talk about make up]
Christine: "Can I take these gloves off now? To wipe me nose
with."
&awn: "You took It very well."
^ l y  (Christine’s mother):
"Get your bikini on, you'll be alright."
Susan: "Yes, have you got your clean knickers on?"
J^iatine: Yes, I bought some yesterday."
daughter]
tension Is broken by the women's laughter, while Christine sighs,
r®U«ved. Vhen asked afterwards .about her feelings ..at . the time 
C^ ristine said;
"Oh I. could have died. . That was- awful but.there was no place 
bun. . x was caged in. .So I*a glad it was Just a joke."
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When the make up has been carefully applied - two round red cheeks, 
and black dots for freckles - Christine puts on her costume. Not 
until she is given her spider does she realise that she is "Little 
Miss Muffet". She is helped onto a chair to look at herself and as 
she steps down Dawn ask3 her gently
. . will you still be friends? Still speaking to us aren't you?", 
and tells her in a firm, motherly way to "go up now" to the shop.
The small group goes back into the yard and takes the goods lift 
which opens into their shop.
It is now time for Miss Muffet to parade herself around the 
shop, following the usual route, pausing first at the supervisor's 
office (who on this occasion was out). Christine's legs are 
trembling, the lace at the edge of her bloomers shakes as she walks 
down the main gangway, greeted by congratulations, a hug and a kiss, 
and cries of pleasure and surprise. All is noise and excitement.
The future bride is now on show, the centre of attention, displaying 
the creative talents of those who have dressed her up. Shy or 
confident, withdrawn or extrovert, all future brides are carried 
along by the event, subjugated by its expectations of them, for it is 
they who must provide the entertainment, being amused, shocked,
appreciative and embarrassed by turns.2
After the parade Christine returns to her bench where she is 
given presents. All of the women in the shop stand around her while 
ahe opens them, some in tears, all in turn laughing, expressing their 
Approval of the presents with "oohs" and "aahs". Some of the 
Presents are given "from the shop", paid for by a collection (each 
Person gives approximately ten pence), and there are also individual
relationship between ritual and For a recent discussion of the _t Initiation? Ritual. 
dramatic performance se« Fo.*tai.n » 
drama and serrrt Penguin,
Harmondsworth 1985«
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presents from close friends. Christine is given an oblong mirror in a 
gold frame, two pillowcases, a wooden salad bowl, salad servers, and 
a fruit bowl. After being arranged on a trolley (usually used for 
carrying ware) the presents are ready to be taken around to show the 
other workers on the factory. But before this she is presented with 
a "dirty book" which has been specially made for her by the shop, in 
secret. In the character jug shop every bride-to-be i3 given a 
"dirty book" as one of their presents, although this doe3 not happen 
in any of the other shops or departments. For some time beforehand 
workmates (in their break time and at odd moments) have been busily 
cutting up women's magazines, newspapers and 'men only' magazines, to 
paste them into a large scrapbook.
The factory tour is an important part of the event because it is 
during this time that the shop presents itself publicly to other 
shops and departments. The shop expresses its identity through the 
costumes it makes for its brides. It also means that workers who 
normally Ignore each other if they meet in the ladies' toilet or by 
the drinks machine (as is the case with paintresses and potters) are 
forced to acknowledge and respond to each other on this special 
occasion.
The dressing-up, parade, present-giving and factory tour take 
bp most of the morning, leaving time only for a short rest before 
8<lng to the pub next door when the dinner hooter sounds at 12.30 
P.m. still in costume (her own clothes have been hidden) the future 
bride is taken by her friends and workmates to the pub where she will 
also meet relatives and friends who do not work on the potbank.
Before they return to work the future bride's friends try to 
Srab her.and tie her to a lamp-post, leaving her on her own while 
th«y go back to their benches. Feople in longton are used to seeing 
Wc>®en and men in bondage in the street, as witnessed by the couple
303
who, during the filming of A Wedding in the Potteries, walked past 
Christine without a glance. Once released, their ordinary clothes 
are usually returned although sometimes the "brides* are sent home in 
costume.
No dressing-up is complete without a "hen-party" in the evening. 
This is an all-female continuation of the day’s events to which 
family, friends and workmates are invited. For the evening the bride 
has bought new clothes, keeping her costume as a keep-sake. At the 
hen-party no criticism will attach to her if she flirts and dances 
with other men. She is expected to make the most of her "last fling" 
just as her future husband is. One local night club puts future 
brides through a public humiliation on stage, where they are asked to 
repeat after the compere (in mockery of the wedding service) 
"promises" such as "I promise to let him have sex twice a night", and 
"I promise to always wear black suspenders", and so on. For this 
performance she receives a bottle of champagne. The future bride is 
plied with drink and is expected at some point to fall over.
Released from lamp-post and costume she is still subject to the whim 
of her friends and has to play her part.3
3) Factory Rituals Elsewhere
During my time with the pottery workers I witnessed many similar 
events to the one described here and was myself "dressed-up* before 
my own wedding. It is not uncommon while walking around central 
Longton to see both men and women bound hand and foot to a lamp-post 
&nd left on their own, until their workmates return to free them, A 
friend who worked in the clay end on a potbank in neighbouring Fenton
3* similar "ritual humiliation* at a hen party in Manchester is 
^escribed by Chappell, Helen: »Brides on a Bender», Observer, 13 
November 1983, pp. 3^*T.
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was left tied up all afternoon, from mid-day until her friends 
clocked-off in the evening. She saw nothing remarkable in this. 
Embarrassment, humiliation and horseplay are expected and are 
accepted parts of the dressing-up. Nor are such pre-marriage events 
confined to potbanks. I was told that telephonists at the G.P.O. and 
office staff at the Evening Sentinel in Hanley also dress-up 
brides-to-be and put them through a similar ordeal. One woman told 
me that her husband who worked on the night shift at the J.C.B. 
excavator works in nearby Rocester had been ill for several weeks 
after his pre-marriage ordeal, which culminated in him being 
suspended, soaking wet, high in the air from a crane. In her book 
about women machinists in a clothing factory Westwood documents what 
she terms the "bride's ritual'*, an event similar to that described 
here.1* On one occasion it was claimed that the woman's life was 
endangered when she was tied up "perilously close" to a busy street,5 
During his research at a factory in Manchester Morgan came across a 
wedding ritual where a chamber pot was tied to the ceiling with a 
message in it which the bride-to-be, in fancy dress, had to bring 
down on a ladder while the other women clapped loudly. The women 
told him of similar events at other factories, where the woman was 
dressed-up in saucepans.6 Despite the apparent prevalence of such
* Westwood (1934) op.cit. pp.111-9.
5ibld, p.119.
Study of Soc5»i Relations a t j o rjt} unpublished Fh.D. thesis, 
University of Manchester 1969* pp.166-7.
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events Bocock’s study of ritual in industrial society makes no 
mention of them even though lifecycle rituals such as marriage are 
discussed.7
Definition and Approach
The evidence available suggests that elaborate rites of passage 
of the kind documented in detail by Westwood and by myself are a 
familiar feature of factory life and are not, as Gluckman has argued, 
"incompatible" with urban social structure.S In the following 
discussion I will show that the dressing-up exhibits the classic Van
Gennepian tripartite structure9 and that, following Turner, it is, 
unlike custom, "socially transformative."10 La Fontaine has argued 
that ethnographic evidence from all parts of the world has supported 
Van Gennep's claim that all rites of transition exhibit a tripartite
structure.^
The theory developed in Van Gennep’s classic.LesJRi£SS-£S 
Passage has a particular relevance for the potbank "dressing-up 
because the factory "tour" is integral to it. During this tour, 
which takes place during the liminal stage, while the future bride is 
In "fancy dress", she enters shops and departments normally closed 
off to her and encounters face-to-face workers from the other "end"
B^ocock, Roberti B l t u a l ^ f ^ f f i ^ V o n d o n
InaUsla-ef R l t u a l l i F T r H S ^ JS¡¿SSA», AUen atU um\. ’ :
1971*; see especially PP* 118-37*.
L'tr. “ KJX
University Press, Manchester 19t2, PP*
n ... 4 passages Routledga and Kogan
Van Gennep, Arnold! BLgL-£j^|| wiT T ^Tfrench in 1903).Paul, London I960 (first published in French m  _
’Corner, «.lor«
Cornell University Press, London I,*?» P*
^La Fontaine (1933) op.cit. p.<-5»
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of the potbank. The factory tour then involves the future bride in a 
movement across both territorial and social boundaries; this crossing 
of boundaries is a focus of anxiety, as a later Interview will show. 
For Van Gennep the connections between territorial passage, that is 
movement across boundaries in space, and social passage, that is 
movement across social boundaries of status, which are seen here in 
the "dressing-up", were fundamental.
A direct connection also exists between the degree of 
elaboration of the dressing-up and the duration of the event. It 
takes time to dress up a bride-to-be properly and it takes time to
show her off to her own shop and to the rest of the factory. The 
longer the time taken by the event the more disruptive it is of 
working time and of the usual disciplines of piecework. Here we can 
begin to see that territorial, social and temporal transitions are 
interlinked In this particular potbank ritual. The association of 
time, space and the social realm was made by Evans-Fritchard in The 
Kuer.12 More recently both Leach13 and Ardener^ have argued in 
different ways that territorial space, social space and social time 
co-exist in a metaphorical relationship.
i ive l lh iw l  .„■< p n m i e . l - i n s t i t u t i on» of .«-Si.1-«.“ 8, . . .
“»KiTDnlver.Uy Pi-eViToxfora 1969 ( f ir s t  puMLbea ■ W O), . . .
specially chapter 111 *11« »n* Space1.
¿ W h ,  Edmund; »The Symbolic Ordering or * Kan-Hada^WopOd* _ ^
boundaries of social space *oi time*, PP*33-3 » * t. ,ha
Binary Codings in: C u X t u r e j u ^
■^ Sglo_,by which symbol» sr« connected? Cambridge bniversity .. . 
Cambridge 191b»
t *r^ ener, Shirley: »Ground Eules and Social Maps for Women: An 
productions pp,1l*3* in: Ardtner, Shirley (ed.); Women and .
Sales and Social Maps; Crooa Helm, London 19§S
.p* >5-6, ■
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Change and excitement are also introduced by the ritual into the 
working day. The regular patterns which piecework imposes upon work 
time are broken up. Work routines and lifecycles interact; the 
social, cyclical time of birth, marriage and retirement co-exlstswith 
work time which is mechanically ordered, as we will see later.
5) Crossing the Boundaries of Space
As earlier discussion has shown the factory is subdivided into 
many different departments and shops of different layouts, sizes and 
workforce compositions. There are shops approached up winding stairs 
or across an open yard, closed off, like the mouldmakers shop and the 
slip house, from women. There are both large and small all-female 
shops, like the painting and the lithographer’s shops, which are 
closed off to men, apart from labourers and managers. Midway between 
these two extremes there are the making shops where women and men 
generally work together. During the tour the boundaries which 
separate one shop from another are reinforced as some are crossed and
others avoided. In my experience none of the women palntresses or 
potters when dressed-up went into the aouldmakers shop, apart from 
myself. However every woman I observed did go into the shops of the
other «end«; paintresses went into the clay end and potters into the
decorating end. Symbolically, then, while not venturing to It.
extremes, palntresae, entered the male ”rcuSh- world of the ole, end
whu. female potters Journeyed Into the -posh- all-female painting
■ h«ld in some contempt. As theshops where they are normally held
following interview llluatrates. for the palntr.aaes the clay end Is
a world known through rumour. where «ale eexuallt, domlnatea and 
where ’nice” women are vulnerable*
Self: .Christine, how do you feel about being taken round
^latlne: but I donU want to go In the Olay end.
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"Why not?"
"Because it's all men in there and I've heard tales." 
"What tales have you heard?"
"Well, when I first started I heard that on Christmas 
if any of the women went in there the men chased them 
and grabbed them and tried to take certain parts of 
your clothing off ..."
"Do you think it's true what they say about clay 
end?"
"I think it used to, whether it still goes on now I 
don't know. But I've only been in a couple of times 
and that's to see the union man so I don't really know 
what goes on but it used to go on, before I started 
working here."
"Do you think you'd like to work in clay end?"
"No. I don't know why, I just wouldn’t. You know."
As these comments illustrate workers have a map of the factory in
their minds which is both spatial, social and moral. Depending upon
which "end" she work3 in a woman will view her female colleagues of
the other "end" in different ways - as posh and stuck-up or as rough
and common. The factory tour then becomes a complex social tracing
of distinctions of skill, status and identity. Each future bride
takes a different route depending on the shop in which she works.
There are therefore many routes, but every one of them at some point
passes through the shops of the other "end", Paintresses from the
character jug shop, for example, walk through the other painting shop
(the Beatrix Potter shop), then go via the small group of
aerographers who work next to that shopthrough the canteen and down
to the packers on the ground floor, and from there into the large
aerographing shop. Returning up the stairs to the first floor -
which takes them past the male dippers - they ascend, pausing briefly
tn the clay end on their way to the managers* offices where their
tour ends, Paintresses do not walk around the clay department but
they do go through it, past Doris the overlooker who stands watch at
her corner bench in the first floor casting shop. Clay end workers
in a similar way avoid the character jug shop but usually go into the
Beatrix Potter shop, and always around the ground floor shop which
Self:
Christine:
Self:
Christine:
Self;
Christine:
Self:
Christine:
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houses aerographers and a small group of palnfcresses. The Beatrix 
Potter paintresses,too»rarely go through the character Jug painting 
shop, emphasising the way as intruders they view it.
In the idiom of the pottery workers the pothank is composed of 
two "ends'* - making end and decorating end. Drawing on this idiom 
the production process can be envisaged along a line running from 
"rough'* to "respectable". Those who carry out tasks closest to the 
clay in its raw, earthy, state are perceived to be both 
intellectually and morally at the lowest point of this line. In 
contrast, those who decorate the ware are placed at the other 
extreme. During the dressing-up workers cross over the centre point 
of this line, which marks Off the clay end from the decorating end.
It Is not then neccessary for them to enter every other shop and 
department on the potbank. The line which they cross - from either 
direction - is clearly marked in their minds* eye and is given , 
concrete fora both by the physical layout of the potbank and the 
subdivided nature of the production process.
There is only one route to the managers’ offices, through the 
flrst floor casting shop, ¡»cause the other route - through the lodge 
up the main stalra - is a -staff* entrance and is closed off to 
Mintreeses and potters alike. The offices are not avoided and the 
tour proper culminated In a visit to the general manager e office 
'"'«re the bride-to-te and her entourage receive the good wishes end 
’iso the Implicit approval of their tosses, »visit to the managers 
0ffi « a  1, N e g r a l  part cf the tour. If the ««sen pass b, a • 
“’"seer on the tour Jokes are «achangad, as whan one manager enquired 
0f * 'Christmas Tree- -Can I p a ll »our crackers off!* to which the 
replied -Hind me bails!"
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6) Crossing the Boundaries of Time
"Though I have spoken of time and units of time the Nuer have no 
expression equivalent to 'time1 in our language, and they 
cannot, therefore, as we can, speak of time as though it were 
something actual, which passes, can be wasted, can be saved and 
so forth. I do not think they ever experience the same feeling 
of fighting against time or of having to co-ordinate activities 
with an abstract passage of time, because their points of 
reference are mainly the activities themselves, which are 
generally of a leisurely character. Events follow a logical 
order, but they are not controlled by an abstract system, there 
being no autonomous point of reference to which activities have 
to conform with precision. Nuer are fortunate."15
As we have seen, in contrast to the Nuer the pottery workers carry
time-clocks in their heads, preoise, mechanical and finely atuned to
the rhythms and demands of piecework time. Daily routines are
ordered by abstract systems integrally tied to the requirements of
production, a fact given mechanical expression by the factory hooter
and the clocking-on machine. But these are not the pottery workers
only points of temporal reference, nor do they dominate their lives.
If their only reference points were those of managed, piecework, time
there would be no factory ritual. On the day of the dressing-up the
preoise boundaries of piecework time are subdued and subjected to the
impreoise boundaries of sooial time. 15 ¿a used here «sodai time"
refers to the time which is taken by the women informally (that is,
without the explicit permission of management) from their working day
for the dressing-up. Social time redefines the boundaries of
industrial time, resisting the time-discipline of the factory. When
the hooter sounds the ten minute breakfast break the bride-to-be is
taken to be dressed-up and from then on, although the women do not go
to the pub until the hooter sounds at mid-day, its calls for them to
15Evans-Pritchard (1969) op.cit. p.103.
^5"sooial time" is defined here specifically in opposition to 
"piecework time" in the context of the factory. My usage then 
differs from that of Leach (1976) op.cit.p,34, 55 who opposes 
"social time" to "social timelessness".
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resume work are ignored. By ignoring the normal demands of working 
time the pottery workers then exert control, during the dressing-up, 
over working time. It appeared to me that in the character jug 
painting shop, where the women were in a relatively strong bargaining 
position, the dressing-up was more elaborate and long-drawn out than 
in any of the other shops. I would argue that a direct association 
exists between the degree of job control exerted by particular work 
groups and the character and duration of the ritual.
Moreover management is not asked by the women for permission for 
the dressing-up. Permission is taken for granted. Over time the 
event has become part of shop floor custom and practioe and is as 
such unsupervised and unmanaged in an official way. E.P, Thompson 
has traced the historical emergence of work-discipline, describing 
the nature of the struggle between workers and bosses for control of 
working time.17 Another labour historian whose conoern is with 
workers’ control in America cites the case of a group of 
non-unionised women in a Brooklyn sweet factory, who won and kept a 
holiday on Saturday afternoon simply by ignoring orders to resume 
work,18 Both writers draw attention to the centrality of time as a 
focus of negotiation and conflict between workers and bosses, each of 
whom seek to control it.
7) Crossing the Boundaries of Status
When the wedding celebrations, which begin with the factory 
dressing-up, come to an end after the wedding reception and the 
evening "disco", the woman concerned will have crossed the boundary
^Thompson, E.P.: ’Time, Work-Discipline and Industrial 
Capitalism’, in: Past and Present; number 38, 1967» pp.56-97.
^Montgomery, David: Workers' Control in America: Cambridge 
University Press, Cambridge 1980, p.155.
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from "single girl" to "married woman". In Longton, where in my 
experience women and men live at home with their parents until they 
marry for the first time and where the relationship between mother 
and daughter is expected to be emotionally and physically close and 
intimate, it is no small matter to leave home in this way. The 
closeness of the relationship between mother and daughter is one of 
the main themes of A Wedding in the Potteries, and is also brought 
out in the following interview with a mother and daughter who were 
not in the film:
"Was it very difficult for you when Tina left home 
after she got married, Elaine?"
"Yes, I wasn't one of those, like I say, that put out 
an extra plate or anything like that because it was so 
definite in me mind that she'd gone. It was so strong 
in me that she’d gone, I just didn’t do anything like 
that. I think the worst part was in a morning 
although we never spoke a lot because ..."
"No, I was really miserable in a morning."
"Tina wasn't that type. You were best leaving Tina 
alone in a morning and Mark would rabbit on he's 
totally different, but Tina, she would just have her 
breakfast, but you still mis3, you know, that other 
person coming down in a morning and saying ’Ta ra' to 
each other and 'Have a nice day» and, I mean I missed 
her again the same at night because she would be the 
last one in, you know, more often than not Kevin would 
come in and there'd be a lot of talk then. I missed 
that part. But then the compensation was that I could 
go round to Tina's when I wanted to with living olose 
and we saw each other regular. I had a lot less 
ironing to do and a lot less washing."
"Yes you had though"
"She always used to do the ironing. She was a good 
help and she would do the rooms you know, yes she 
would."
"Tina, if Kevin had had a job in another part of the 
country would you have got married and moved away?" 
"No. No. I know most people, you know, people say 
you should put your husband first, I mean I do in most 
respects, but like I say there'3 no way I'd move away 
from me family or if he got a job abroad there's no 
way of emigrating, no way. No."
"Do you think it's difficult for Kevin you being so 
close to your mother?"
"I think sometimes it can be for him because if me mum 
is sometimes depressed or not feeling too good, I feel 
it with her and I sort of get a bit miserable so ' 
obviously It affects Kevin in that way. But he know3 
me now and he knows Mum so he just sort of takes no 
notice. We don't argue or anything about it."
Self:
Mother:
Daughter:
Mother:
[Laughter]
Daughter:
Mother:
Self:
Daughter:
Self:
Daughter:
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Self: "Elaine, were you as close to your mother as you are
to Tina?"
Mother: "Er, no. Because I'd only got two children and I
didn't work for the first three years I had Mark and 
so that gave me more time to spend with my family.
And my mother had six, she worked longer hours, 
including Saturday morning and when you've got to 
share yourself between six children, it's very 
difficult to get this close, you know, and we all 
married pretty young and I think that's what the 
difference was. But I would rather have it as you can 
get close to your children I think its nioer. You 
know, if you've got a large family it's very 
difficult."
Self: "Do you think you'll be as close to Sonia a3 you are
to your Mum?"
Daughter: "Well I hope I will be, I shall try to be. Because
it's nice, I mean, it's sort of like sisters as well, 
you know, you can talk about things, if you've got any 
problems, plus I can borrow her clothes."
[Laughter]
"Yes, I hope I will be close to Sonia. I want to be 
and at the moment I don't want any more children so it 
looks like just being me and her."
At times of personal crisis, when the daughter needs support, her 
mother will "lie with her", sharing her bed, holding her daughter 
physically close, and comforting her. Once married, although mother 
and daughter will perhaps visit each other daily, their relationship 
undergoes a major change. The daughter's priorities are now to her 
new household, although as a fellow wife she is now also closer in 
some respects to her mother. As a married woman the daughter can 
never return to her natal household as a "single girl". When 
describing their wedding day some women spoke to me of having "broken 
my heart" when leaving home, for they "could never go back",
The mother's role in the dres3ing-up is of interest in relation 
to her usually supportive role. The mother may observe the day's 
events, but cannot intervene. If her daughter is tied to a lamp-post 
she cannot untie her. The mother can wait to catch her daughter as 
she falls over drunk at the hen party, but cannot stop her being 
plied with alcohol. Given the closeness of mother and daughter, their
parting when the daughter marries is a heart-rending event. In A
Wedding in the Potteries, when asked how she thought her Mum would
feel Christine Greenwood explained;
"Strange, very strange. I mean when me sister got married there 
was still me left at home. I mean it was bad enough for her 
then but I think it'll be worse. Not only that, with me Dad 
working shifts I'm always there to keep her company 'cause I 
never go out, whereas she's going to be in on her own all the 
time. So. On the day, I think it'll be a mixture of mixed 
feelings meself. I think she'll be happy for us but sad because 
I’m leaving, you know. Me Dad, I don't know how me Dad'll feel, 
you know. Might be a few tears,"
Describing the effect of her elder sister's marriage on her Mum
Christine continues;
"She used to cry a lot when she used to see our Linda in the 
bungalow, you know, but she's got used to it a bit now, you 
know."
And of her sister's feelings;
"I think our Linda was alright at first but one day she just 
broke down and cried and says to Phil, "I want go home, I want 
go home to me Mum", and Phil said "This is your home", you know. 
But she got used to it and all, you have to, don't you? Or 
you'd be tied to your Mum all your life."
Our attention is drawn here to one of the main contradictions which
underlie a girl’s feeling for her mother. Young women are heartbroken
to leave their mothers and yet they crave for their independence
which for them is associated with marriage and motherhood. Single
girls are unable to achieve the status and power of the married
woman, either at home in their natal household, in the community, or
at work amongst their peers. As we will see shortly, the distinction
between "single" and "married" is extremely important in the daily
lives of the women. The distinction is symbolised in the
dressing-up.
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Willmott and Young in their seminal study of working class
families similarly drew attention to the strength and closeness of
the tie which binds mother and daughter.19 in The People of Ship
Street.20 a socio-psychological study of a Liverpool slum, one chapter
is entitled 'The Power of the Mum*, a statement underlined by
comments such as these from inhabitants of Ship Street:
"I couldn't get on without me mother. I could get on without me 
husband. I don't notice him."21
And a young child recalls:
"Me mother says, "You can get another father but you can't get 
another mother": and that's true isn't it? You can't get 
another mother."22
More recently social historians have documented the ways in which 
working class women took the reins of the household, exerting within 
it considerable influence despite the constraints upon them,23 
As the above discussion has emphasised the transition from 
single girl to married woman is fraught with contradictions. During 
the dressing-up social and sexual distinctions between single and 
married are expressed in a striking way. For several weeks before 
the wedding, as already mentioned, the bride-to-be is teased by the 
older women with whom she work3 who, with rare exceptions, are
19young, Michael and Willmott, Peter: Family and Kinship in East 
London; Penguin, Harmondsworth 1957, pp. 187-8.
20Kerr, Madeline: The People of Ship Street: Routledge and Kegan 
Paul, London 1958.
21 ibid. p.40.
22ibid.
23see for example: Roberts, Elizabeth: A Woman's Plaoe: an Oral 
History of Working clas3 Women 1890-1940: Basil Blackwell,
Oxford 1984;
Scott, Joan W.and Tilly, Louise A.: 'Women's Work and the Family 
in Nineteenth-Century Europe', pp. 91-124 in: Amsden, Alice H. 
(ed,): The Economics of Women and Work: Penguin, Harmondsworth 
1980; .
Grieco and Whipp (1984) op.cit. pp.5-6.
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married. On the day of the dressing-up she is presented with a 
"dirty book", a bawdy scrap-book made secretly by the other women in 
the shop. Each page of this book makes a visual statement about many 
different realms of sexual experience including pleasure and 
humiliation. Using pictures from magazines and newspapers the bawdy 
and amusing images comment upon the presumed sexual interests of the 
newly-weds. To open up the pages of this book - which the bride-to-be 
does in front of a large crowd of onlookers, as I have done - is to 
experience both shock and amusement. The contents are assembled in a 
way which reflects its creators* perception of the future bride’s 
private life. The "dirty book" provides Just one example of the ways 
in which the everyday and commonplace are transformed during the 
dressing-up into a symbolic statement about sexual relationships and 
marriage. The rude poems already mentioned provide another 
illustration, showing that the dressing-up also uses a ritual 
language.
In Longton, in my experience, once engaged the couple are 
treated in many respects as if already married. Economically they 
save and budget as if already a separate household, opening a joint 
bank account. When parents are working, they are no longer expected 
to pay "board money". The engagement party itself is an elaborate 
event to which many people are invited, including a wide oirole of 
relatives, friends and workmates. The engagement party is a prototype 
wedding. Presents are given to the couple, a hall is hired for the 
festivities and a disco is held. A version of ?musical chairs* is 
played: men sit on chairs arranged in a cirole while their female 
partners walk around until the musio stops. Then the women sit on 
the lap of the nearest man and take from him an item of olothing.
Each time a chair is taken away until only one couple is left on the 
floor, the woman in man’s clothing, the man in his underwear.
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Once engaged single girl3 are in a transitory situation. As a 
future wife her sexual relations with her fiancee do not discredit 
her or her family, as they would if she were 'single*. However, 
ideally at least, the couple do not live as if married. The men and 
women to whom I talked were not prudish and the impression was not 
given that virginity as such was of importance. But it was 
noticeable that single girls who by their mid-twenties were not 
engaged and who had had a number of boyfriends were described as 
"cows". This term referred specifically to women who were deemed to 
be sexually promiscuous. The social context of sexual relationships 
was then of prime importance. Men who behave in a similar way also 
aquire a reputation. It is said that they "can't grow up", that is 
accept the responsibilities of a married man. The engagement 
provides one way of assessing the young man's suitability for 
marriage. His willingness to save, to give up nights out with his 
male "mates" and "settle down" are taken as good signs. One young 
woman I knew broke off her engagement because she said her fiancee 
would not "grow up". His drunkeness and irresponsibility were d e a r  
indications that he would make a bad husband. In this particular 
case he was shocked by her action into reforming himself and later 
married and settled down. Sexual relations before marriage are then 
institutionalised and made socially acceptable by the engagement.
During the dressing-up rude jokes, teasing, the "dirty book" and 
clay penis emphasise the sensitivity and inexperience of the future 
bride. Attempts to put her in situations which will call forth her 
embarrassed blushes and shocked laughter emphasise her status as a 
single girl (even if she is to be married for a second time).
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Discussing expressions of ritual obscenity in Africa, Evans-Pritchard 
has argued that:
"A common function of both the taboo and the special act of 
obscenity is to make a break in the orderly routine of an 
individual's life and so give emphasis to the social value of 
the activity with which the taboo and obscenity are 
associated."24
Drawing on Evans-Pritchards’ argument, the bawdy nature of the 
dressing-up can perhaps best be understood in relation to the 
distinction between single girls and married women, the prohibitions 
surrounding sexual intercourse for women before marriage, and the 
disruption of the ordinary routines of work. Marriage is seen as a 
lioence to practise what before should not, properly speaking, have 
been done, as expressed in "Dick for supper tonight, Got a licence 
now". It did not seem to me that the bawdy aspect of the dressing-up 
was a "reversal of normal feminine behaviour" as La Fontaine has 
argued in discussion of rites of passage.25 Rather, it appeared as a 
more explicit and public expression of the womens' way of behaving at 
work, and as a means of emphasising the importance and social value 
of marriage and sexual relations within it.
When the different dimensions of space, time and status are 
considered it can be seen that the ritual asserts the 
interrelatedness of factory and family, home and work, individual and 
group, working time and social time. Starting on the potbank two 
days before the wedding and continuing until the wedding disco comes 
to an end in the early hours of Sunday morning, the ritual is an
^^Evans-Pritchard, E.E.: 'Some Collective Expressions of Obscenity 
in Africa’ pp.76-101, in: The Position of Women in Primitive 
Societies and Other Essays in Social Anthropology; Faber and 
Faber, London 1965, p.94.
25La Fontaine (1985) op.clt, p.165.
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integral part of the wedding. Moreover, the factory provides social, 
economic and emotional dimensions to the wedding which are distinct. 
The factory gives a special richness and vitality to the event,
8) A Classification of the Costumes of Paintresses and Potters
Discussion now proceeds to compare and contrast the paintresses1 
dressing-up described above with that of the clay end. We will see 
that the distinction between potters and paintresses is deeply rooted 
in the consciousness and identity of each group. Potters are moulded 
by the clay just as they mould it, while the paintresses live in and 
breathe a different atmosphere.
In the first months of fieldwork the dressing-up in the clay end 
appeared similar to that in the painting shops. The sequence of 
events was similar and the costumes too, though differing in detail 
and in theme, appeared as "fancy dress" to share a common character. 
But over time, as the details of each dressing-up could be oompared 
and contrasted, it became apparent that while paintresses made a 
proper costume at home, the potters in contrast used everyday items 
from home and work. The Miss Muffet costume worn by Christine in the 
film serves to illustrate this point about the paintresses. 
Christine’s best friend (who works at the next bench) made a oostume 
at home. Noted for her dress-making skills, the dress, bonnet and 
lace-edged bloomers were a public display of her artistic skill, and 
of her special friendship with Christine. Although made for the film 
Christine Greenwood’s costume did not in this respect differ from 
others I had seen in the painting shops.
In contrast to the paintresses the potters’ oostumes are created 
at the workplace out of everyday items, as Plate 12, of the 
"sohoolboy and schoolgirl", illustrates. In this case a caster and 
sponger from the same work group married each other.
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For their costumes everyday items - the school uniforms - were 
brought into work by friends of the couple. The "schoolgirl" was 
dressed in black suspenders and black laddered stockings in the style 
of the infamous "St. Trinians" characters, thus making a sexual 
comment upon the uniform. The "schoolboy" had his face and hair made 
up in an exotic way, with long, spider lines (to imitate eyelashes) 
drawn around his eyes and lipstick applied to his cheeks. His curly 
hair was back-brushed and heavily lacquered to make it stand out, and 
long floating streamers were attached to the back.
The relationship which the potters have with the clay and with 
the workplace objects around them, is brought out in the dressing-up 
as well as at other times of year. At Christmas for example potters 
use slip to paint snowmen on the windows,' and will fashion with 
patienoe and care a Nativity scene out of the paper towels and thin 
sponge which they use on boards and benches. In contrast the 
paintresses put up bought decorations and do not use paint as the 
potters use slip to decorate their workshops.
After the film of the dressing-up was shown on BBC-2 there was a 
great deal of resentment felt by those in the clay end about their 
exclusion from the film (which occurred at the editing stage). For 
the first time they had seen the paintresses* dressing-up not just as 
a passing display, but in detail, and were able to give voice to a 
difference which until then had only been implicit in their 
criticisms of "the snobs". In the minds of the potters the 
paintresses "don't do it properly" because as one potter explained 
indignantly they should use "these kinds of things" (picking up a 
sponge stick and a sponge). To emphasise this point I was told of a 
recent clay end dressing-up which had taken place soon after the 
showing of the film. For those concerned this costume exemplified 
all that was proper about the dressing-up - "how it should be done" -
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because a male caster was transformed into a mermaid with the 
creative use of sponges, plastic wrapping from the packing-house and 
other commonplace factory objects.
Although it was saddening to have the relationship which had 
been painstakingly established with the potters undermined by their 
resentment of the film, their shared response to it brought out very 
clearly their views about the paintresses. It was striking to note 
that the potters took great pride in their ability to carry out the 
dressing-up ritual "properly". For them this was synonymous with the 
transformation of the ordinary into the fantastic - a process which 
symbolically parallels their specific role in the production process. 
The potters’ work is directed towards the transformation of earthly 
materials into fantastic shapes and images. The material which the 
potters handle and "humour" each day - the liquid clay - becomes in 
the dressing-up the focus of obscene imagery. For potters and 
paintresses alike, the clay, modelled into male genitalia, gives 
solid expression to the male sexual undertones with which the d a y  is 
associated.
Further support is given for the fundamental difference between
paintresses and potters in the following classification of the
costumes used in the dressing-up as observed and collected by
interview during fieldwork (including my own "carrot" oostume).
First, the costumes can be divided on the basis of those which "make
do" and those using "made" costumes, in the following way:
"Make do" "Costume"
Baby Christmas Tree
Schoolboy Carrot
Schoolgirl Horse and Jockey
Housewife/oharwoman Diddyman
Mermaid Turkish Delight Lady
Zulu warrior Father Christmas
Miss Muffet
Aladdin
Cavewoman
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This list follows the painters/potters distinction; the "make do" 
list are all clay end costumes, while the "costume" list includes 
paintresses from both shops.
Another observation is that all but two of the characters and 
themes in the "costume" list make a specific comment about the person 
involved. Both the Christmas Tree and the Father Christmas married 
around Christmas time, while the Horse and Jockey married a gambling 
man, the Turkish Delight Lady a "Persian", and the Footballer a 
professional football player. The Carrot (self) was a vegetarian and 
the Diddyman, with a rotund middle, was pregnant. Both Miss Muffet 
and Aladdin were costumes made for films, the latter for an 8mm. film 
which I made in the early months of fieldwork. They are quite 
different to any produced by the clay end as clay end workers do not 
use themes in this way. Characters like the Baby and Zulu Warrior 
are used more than once, and on other potbanks, having a collective 
rather than individual identity. Symbolic expression is given in the 
dressing-up to the distinctions between paintresses and potters. 
These differences run deeply through the ideas and practices of each 
group.
9) Conclusion
The dressing-up has been interpreted here as a rite of passage 
in Van Gennep’s classic sense, as a movement across boundaries of 
status, space and time, involving for the bride-to-be stages of 
separation, transition and aggregation. The "bride-to-be", her own 
clothes taken away from her, becomes for the day a strange being - 
Little Miss Muffet, Cavewoman, Chicken - and she is "at the mercy" of 
her friends and fellow workers. She may be tied to a lamp-post and 
left for the afternoon, plied with alcohol - which she cannot refuse 
-until she falls over drunk, and if she works in the clay end she
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may also be covered in slip. If her own clothes are not returned 
then she faces a journey home dressed-up, as did one inebriated 
"chicken", once more to face the public's gaze. Subject to teasing 
and sexual jokes, obscene imagery, poems and a dirty book, she leaves 
the factory never again to return as a single girl. During the day 
the young woman will have encountered the physical boundaries of the 
factory, which normally separate paintresses and potters, as well as 
different shops within departments. Perhaps for the first time she 
enters parts of the factory which are usually closed off to her, "out 
of bounds" as far as factory discipline is concerned.
Another boundary has also been broken down for industrial time 
ha3 been transformed, taken over, into social time. Distinctions 
between formal and informal breaks are suspended and the "dressing-up 
time" becomes the focus of intensive contact between fellow workers, 
a time when old quarrels are forgotten and even long broken 
relationships are re-established. The dressing-up separates the 
bride-to-be from her social Identity and in the following hours she, 
in strange and mythical guise, transcends boundaries of status, time 
and space which constrain her everyday activities,only to return at 
the hen party in her own clothes to be*one of the girls* When she 
again returns to work after the honeymoon her relationships with 
family, friends and workmates will have undergone a transformation. 
Her change of status is marked socially by the events surrounding her 
marriage, one of the most intense of which is this particular factory 
ritual.
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CONCLUSION
Since the detail of each chapter has been summarised at its end, 
I do not intend this conclusion to repeat those summaries* Rather, I 
shall draw out the main points and put the arguments in context.
It was shown in the opening chapters of Part I, referring to the 
work of historians, economists and to the novels of Arnold Bennett, 
that in the Potteries until relatively recently the family firm had 
predominated, and that piecework and a complex production process 
were both characteristic features of the pottery industry. We saw 
that the six towns are self-contained and hierarchically structured, 
with Longton being considered by locals to be the "neck end" of the 
Potteries. Historians, on the other hand, view Longton as an exemplar 
of the area’s industrial development, such was the typical and 
relatively slow manner of its growth. Longton’s special contribution 
to the study of the Potteries lies in its being both typical and yet 
unique - typical in the way in which it became industrialised, and 
unique as the ’roughest' and poorest of the six towns.
The history of Beswick itself - from’family firm’ to 'production 
unit' - was also outlined and shown to be similar to that undergone 
by many other long-established potbanks. It needs to be emphasised 
here that although Beswick is a specialist potbank, a3 a producer of 
ornamental earthenware it is by no means atypical. The production 
process of pottery manufacture is basically similar whether figures, 
mugs or toilets are being made. It is in the details rather than in 
the underlying processes that the production process varies.
Similarly, on every potbank will be found distinctions between 
the "decorating end" and the "clay end", the respectable and the 
rough. Introducing the paintresses and the potters in Part I, it was 
argued that these social and moral distinctions had a long history in
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the Potteries, and were of continuing importance to present day 
researchers. For these reasons, although this thesis has fooussed 
upon a single factory, it is nevertheless presented as a study of 
some fundamental aspects of working life in the pottery industry.
In Part I, looking forward to a later chapter, the basis wa3 
laid for a consideration of the meanings and symbolic nature of the 
boundaries which differentiate between occupational groups. It was 
further seen in discussion of methodology that these distinctions and 
boundaries, which give the workforce its heterogeneous character, 
would have been obscured rather than illuminated by a single workshop 
study. With this in mind the final chapter of Part I, ’Industrial 
Behaviour Reconsidered’, stepped back from the hitherto specific 
concern with the pottery workers, and attempted to explore some of 
the theoretical issues involved in the study of industrial work. In 
doing so the lid was opened on a ’Pandora’s Box’ of further 
questions, illustrating some of the problems encountered in
the study of work. Nevertheless, it was shown that a long tradition 
of workshop studies exists, with consequent effects on the 
development of British shop floor ethnography. Chapter three also 
provided a flavour of the early writings on industrial anthropology, 
serving as a context for later argument.
Two general points can be drawn out from Part I. First, with 
its idiosyncratic character, peculiar skills and history, the pottery 
industry has a valuable contribution to make to our understanding of 
working class life in industrial Britain. Because working life in the 
Potteries is rich, varied and complex, as I have attempted to show, 
it presents a challenge to accepted assumptions about, amongst other 
things, sexual divisions in the work place and the nature of 
working class loyalties and interests.
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Second, and related to the above, it was necessary to develop 
an approach suited to the task of understanding the customs and 
practices of the pottery workers and the many meanings and dimensions 
of their working lives. It is for this reason that two quite 
different groups have been studied, and the approach taken has drawn 
initially upon those aspects of working life which are important to 
them. I have attempted to provide an interpretation of the pottery 
workers’ lives which offers some way of relating this study to 
contemporary problems raised in the literature. Through discussion 
of history, methodology and theory, Part I provided a basis from 
which to enter the world of the potbank, and a justification for the 
focus upon two quite different groups within it.
In chapter four, which opened Part II, a study was made of one 
of the potters' workshops. Apart from the specific questions about 
sexual division and workshop organisation which were dealt with in 
this chapter, it provided a way of considering certain feminist 
arguments and of drawing out their strengths and limitations. It wa3 
shown that sexual distinctions are important to the pottery workers, 
but not necessarily in the way usually assumed in the literature 
concerning the sexual division of labour to which I referred. Chapter 
five, which is linked to this workshop study, looked more olosely at 
individuals and their work. Differences began to emerge not only 
between men and women as potters, but also between women, between 
fast and slow, and between those who master and those who are 
mastered by their work. Although this ethnographic account looked 
Initially at the details of the working day, in the conclusion these 
details were related to more general differences between men and 
women in the workplace. Discussion turned to the specifio conditions 
which bear upon the female workforce, relating them both to the 
production prooess and to womens’ family commitments. The question
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of skill was also taken up in the ethnographies, and conventional 
definitions questioned. Emphasis was placed upon the organisational 
abilities required and on the fact that not all of the potters were 
able to meet the specific requirements of skill which arose from the 
continuous promptings of piecework.
The potential of descriptive accounts of working life is shown 
by Humphrey's monumental study of a collective farm, where the main 
categories of ordinary workers are considered..1 While I make no 
claims to have presented comparable material on the pottery workers, 
in Part II I tried to show by the use of detailed description that, 
following Humphrey, "these jobs have very different characteristics, 
and open up different possibilities for the people who go into 
them".2 Although chapters four and five focussed mainly upon the 
daily experiences of work, work was also seen to involve the 
construction of a future (becoming a key worker, for example), and an 
identity within the limits set by the particular job, The work of 
potters and of paintresses gives rise to expectations of different 
kinds, as we saw when moving on to the painting shops in Part III.
In Part III it wa3 seen that the ideologies and practices which 
support the identity of the potters differed from those of the 
paintresses, for whom training, respectability and status were of 
crucial importance. To the outsider, as well as to the potters, the 
paintresses appear to be a unified occupational group, bound by their 
sex, their skill and their 'posh' status. Amongst themselves, 
however, we began to see that they were in fact highly 
differentiated. Chapters six and seven examined these particular 
aspects of the paintresses' training and their work, and sought by
^Humphrey (1982) op.cit. p.232.
2ibid. . ■ •
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comparison of two workshops to uncover the underlying structure of 
the social relations within and between the two painting shops. 
Another aim of these two chapters was to demonstrate that 
ethnographic evidence could be used in conjunction with quantitative 
data to provide an answer to a management question: on what are based 
the differences in industrial relations and discipline in the two 
painting shops?
In his study of Canadian dockers Mars has in a different way 
presented a similar account of the diverse loyalties which divide an 
apparently unified 'brotherhood' of male workers. Although he deals 
more with trade union organisation and political structure than I 
have, our aim3 are not dissimilar.3 Like Mars, my interest is in 
understanding the range of conditions which give rise to work group 
loyalties and interests.
One of the main conclusions advanced by this present study is 
that the women pottery workers cannot be viewed as a unified or 
homogeneous group. Sex does not nec^esarily provide the conditions 
for the emergence of common interests or loyalties. As even a oursory 
glance through the contemporary feminist writings on women and work 
will show, the emphasis, perhaps not surprisingly, is mainly upon 
unskilled women and on the low status of 'womens' work’,^  While I 
would not disagree with the view that within Britain's workforce 
women do share a relatively low-skilled, low-paid status in relation 
to men, being concentrated in certain occupations,5 this should not
3Mars, Gerald: 'The Stigma Cycle: values and politics in a 
dockland union', pp.135-58, in: Wallman (1979b) op.oit,
^See for example: Mackie, Lindsay and Pattullo. Folly: Women at 
Work: Tavistock, London 1977» and Purcell (1979) op.oit.
5For a concise analysis of the composition of Britain's female 
labour force, see especially: Purcell (1979) op.oit. pp.115-9.
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blind us to the diversity of womens’ experience within the work­
place. It is this diversity and range of work experience for women 
which I have attempted to document here.
I have shown that it is not possible to understand womens' 
position in the workplace simply in terms of sexual differentiation.
I have argued that by taking the sexual division of labour as a 
determinant factor other forms of differentiation between men and 
women, old and young, married and single, are overlooked. The effect 
of this is to underestimate important contradictions in the nature of 
male/female relationships. Forms of strength and authority which 
women may wield informally both in the workplace, and as wives and 
mothers, may also be underestimated. I have tried continually to 
introduce these various contradictions and anomalies into the 
argument and to structure the narrative so that the material has 
developed these points. The following conclusion may be drawn from 
the arguments and material I have presented: although womens' 
position in the workplace does not necessarily conform to a pattern 
congruent with the sexual division of labour, there exist 
specifically female forms of industrial action and experience.
Because these do not s i l v a y s  tend to conform to a mainly male-defined 
pattern of industrial action (e.g. strikes), such action has 
generally been ignored, both in the literature and in official 
statistics. Moreover, certain forms of industrial action may appear 
to be frivolous and undirected, as for example in the case of the 
dressing-up ritual. However, as the account of this particular event 
illustrated, the ritual expresses amongst other things the strength 
and character of the womens' control over their work. Such social 
events also function to forge and strengthen shop floor custom and 
practice. In addition, by examining the role of family and kinship 
in working life it was seen that the 'family' functions both as a
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means of recruitment, discipline and support and also as an image of 
the social structure of the potbank, an ideal representation of the 
social relations within it.
In Part IV, by discussing in two linked chapters 'family 
employment' and 'factory ritual', the rich and multi-dimensional 
character of work was brought out. Like Priestley, who visited the 
Potteries in the 1930s, I found that at work the pottery workers 
"become more themselves, enlarge their personalities, just because it 
is here that they can use their skill and find an outlet for their 
zest".6 Although I have described the pressures of time under which 
these pieceworkers labour, attention has also been given to the 
events which are the foous of energetic and intensive contact between 
workers, disrupting the ordered patterns of working time. This 
emphasis is in deliberate contrast to those studies which have 
focussed upon the alienating and oppressive nature of work.
Drawing this conclusion to a close I turn briefly to Cohen who, 
writing about work in the Shetland island of Whalsay, has argued for 
a flexible conception of work which encompasses, apart from economic 
categories, "symbolic social processes through which ethos and 
identity are maintained".7 Cohen goes on to apply his analysis of 
crofting more theoretically to the concept of work as an analytic 
tool. He argues that the processes and structures of work, In its 
broadest and symbolic sense, are to be seen as expressions of the 
cultures to which, in complex fashion, it is integrally related.8.
6Prlestley (198H) op.oit. p.168.
7cohen, Anthony P.: 'The Whalsay Croft; traditional work and 
customary identity in modern times',pp.249-67; in: Wallman 
(1979b) op.cit. p.249.
8lbid. p.265.
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In a similar way, by carrying out a detailed study of pottery 
workers covering many different dimensions of working life, I hope to 
have shown that the study of work holds the key to an understanding 
of the wider values and culture of a particular group, and at the 
same time to have produced an account which may be of interest to the 
pottery workers themselves. In recent years the study of work has 
taken new turns, as I have shown, and I have tried to draw various 
arguments and debates together and to provide anthropological answers 
to some of the questions raised in the contemporary literature about 
women workers and the nature of work more generally. I have tried to 
provide a glimpse of the contradictions and nuances which make the 
pottery industry so compelling a field of study.
This thesis has applied ethnographic description and 
anthropological interpretation to a British pottery factory. It has 
shown that the workforce is highly differentiated and that there are 
diverse loyalties and interests within it; these emerge from 
differences in sex, training, age, skill, work group identity and in 
the production process itself. It has elucidated the meanings for 
the pottery workers of work and skill, family and kinship, marriage 
and ritual. It has shown that 'the factory' is divided not just by 
physical boundaries but by territorial, social, and moral ones. These 
distinctions have been regarded as being worthy of attention, and the 
study has not therefore been confined to a single workshop. For these 
pottery workers work has economic, social and symbolic dimensions.
It is to be expected that many questions about the pottery 
workers and their work remain to be answered since, as Arnold Bennett 
observed:
"This supremacy of the most ancient of crafts is in the secret 
nature of things, and cannot be explained."9
^Bennett (1984) op.oit. p. 114.
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THE CERAMIC INDUSTRY
WAGES STRUCTURE
1. SCOPE & ORIGIN
The basis of the Structure is the Agreement made between the 
British Ceramic Manufacturers’ Federation and the Ceramic and 
Allied Trades Union in November, 1946. That agreement was in 
full satisfaction of the “ Proposals for a New Wage Structure" 
submitted to the Federation by the Union under date the 13th 
May, 1946 and in substitution for and to operate in lieu of the 
Agreement between the same parties dated 7th November, 1939, 
agreements supplemental thereto and any other then existing 
agreements relating to any of the matters covered by the 
November, 1946 Agreement.
The 1946 Structure has been amended and extended by 
subsequent rulings of the National Joint Council for the 
Ceramic Industry, the Awards of the Industrial Court in June, 
1949, April, 1950, April, 1953, April, 1954 and April, 1956; the 
agreements of the National Joint Council dated 26th April, 
1948, 14th March, 1951, 10th April, 1952, 19th March, 1955, 
11th March, 1957, 28th March, 1960, 27th March, 1961, 26th 
March, 1962, 29th April, 1963, 30th March, 1964, 29th March, 
1965, 28th March, 1966, 1st July, 1967, 1st July, 1968, 1st July. 
1969, 6th April, 1970, 29th March, 1971,27th March, 1972, 26th 
March, 1973, 25th March, 1974, 31st March, 1975, 29th March, 
1976, 28th March, 1977, 27th March, 1978, 26th March, 1979, 
24th March, 1980, 4th May, 1981 and 29th March, 1982 and the 
Awards of the Independent Arbitrators dated 23rd April, 1958 
and 25th April, 1959.
The date and authority for the amendments and additions so 
made are noted in brackets at the end of the clauses affected.
2. TIME AND PIECE RATES.
( a )  Time Rates.
The rates payable to normal able-bodied adult workers 
working at Time Rates shall be not less than those set out in 
Schedules 2, 3 and 4 hereto.
(b ) Piece Rates.
(i) Schedule 5 gives details of the piece work basic minima for 
an ordinary adult worker which is a consolidation of the former 
base rates plus 33$% plus 25% amended in accordance with the 
Ready Reckoner in Schedule 6(b). Rates payable shall be fixed at 
such amounts as shall yield in the circumstances of the case to an 
ordinary adult worker not less than these rates.
(ii) An ordinary adult worker for the purpose of this Clause 
shall mean an ordinary adult worker in the terms of the Ruling 
given by the honorary members of the National Council in 
paragraph 36 of the Wages Award 1931 and the agreed 
interpretations arising from that Award.
1
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Schedule 2.
OCCUPATIONAL GROUPINGS 
O.G.l (b.h.r. 169.40)
Acid Resist Blackers
Assistants to Cupmakers (Balling) •
Assistants to Hand Dippers 
Assistants to Dishmakers
Assistants to Throwers (Balling, taking off and putting on 
board)
Automatic Dipping Machine Feeders (Tiles and Electrical 
Porcelain)
Automatic Machine Feeders/Strippers
Batt Placers, Continuous and Intermittent (Electrical Porcelain)
Biscuit, Glost and Enamel Kiln Drawers
Biscuit Selectors (Tiles)
Biscuit Warehouse Workers 
Boiler Stoker 
Burnishers
B.U. Transfer Pressing Machine Operators 
Canteen Workers
Carton Filling only (mechanical) Tiles, Biscuit 
Carton Packers (Fitted Cartons)
Clay Dippers, Cups and Mugs
Clay and Fired Tube Cutters (Electrical Porcelain)
Clay Transporters 
Clay Ware Lookers Over 
Clay Wedgers 
Cleaners
Colour Dabbers (Clay Ware)
Crank Assemblers, Emptiers, Fillers (Tiles)
Crankers (except Tiles)
Cutters and Grinders (Tiles)
Direct to Ware Silk Screen Decorators
Drillers—horizontal and anti-spit
Dust Grinders and Sievers (Tiles and Electrical Porcelain)
Dust Transporters (Tiles)
Extruders (Electrical Porcelain)
Fettlers (Tiles)
Figure Mouldmaker Assistants/Pitcher 
Fitting Assemblers (Sanitary)
Gilding/Stamping/Banding Machine Operators 
Glaze Machine Feeders/Strippers 
Glaziers (Electrical Porcelain)
Glazing Machine Operatives, Fittings (Tiles)
Glost and Enamel Warehouse Workers 
Glost Returns or Recovery Sprayers (Domestic)
Gold Scourers
Handle Cutters and De-Seamers
Handlemakers
Labourers
8
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Schedule 2 (continued).
Lithographers 
Lodge Attendants
Lookers to Ware (Electrical Porcelain)
Machine Attendants, gilding, stamping and banding 
Marl Mixers and Grinders (Sanitary Fireclay)
Mould Carriers-
Packing Case Makers (Sanitary)
Pinners Machine/Hand Attendants
Pinners
Pippers
Press Attendants—fully automatic (Tiles)
Printers Transferers Assistants
Refire Operators (Sanitary) faults other than spraying
Sandblasters
Scollopers, Machine
Service Operators
Silk Screen Decorators (Tiles) Hand 
Slip Dippers
Sliphouse Workers..
Stampers,"Decorating, Gold or Colour
Stipplers
Strippers
Transferers (Sanitary and Electrical Porcelain)
Ware Cleaners—Biscuit and Glost after decoration (except 
Electrical Porcelain)
Ware Stencilling
Washing Off after transferring
O.G.2 (b.h.r. 172.00)
Aerographers (Hand) Glaze Domestic
Automatic Dipping/Silk Screening/Mottling/Spraying Machine 
Operators, including setting up and washing out (Tiles) 
Banders
Biscuit, Glost and Enamel Kiln Placers 
Brushers and Glazers (Sanitary Fireclay)
Bushing Insulator Inspectors, clay and fired (Electrical 
Porcelain)
Casters (except Sanitary)
Cementers and Assemblers (Electrical Porcelain)
China Biscuit Holloware Placers on Continuous Kilns 
Clay Dippers, other than cups and mugs and Electrical Porcelain 
Big Ware
Clay Ware Inspectors (Domestic)
Cup and Bowl Makers, Hand and Semi-automatic 
Covermakers (Jet and Rockingham)
Die Setters (Electrical Porcelain and Tiles)
Dishmakcrs
Electrical Test Operators (Electrical Porcelain)
. 9
